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Thank you for choosing Flashforge!

Even if you are an experienced user or have used our products before, we highly
recommend reading this Guide carefully. The instructions and precautions provided will
help ensure proper installation and smooth operation.

To help you get the most out of your printer, you can also find operating guidance and
practical tips through the following resources:

Scan the QR code to view a detailed unboxing guide and get started
quickly.
https://wiki.flashforge.com/en/creator-series/creator-5m-series/m
anual/unboxing-your-creator-5m

Software: Download our official slicing software (Flash Studio
Desktop) and mobile app (Flash Studio Mobile) from our website.
https://www.flashforge.com/pages/download-center

Quick Start Tutorials: Visit the Flashforge Wiki for more tutorials on
printer operation and maintenance.
wiki.flashforge.com
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NOTICE

SAFETY NOTICE: PLEASE CAREFULLY READ AND STRICTLY FOLLOW
ALL THE SAFETY WARNINGS AND NOTICES BELOW ALL THE TIME.

Note: Each 3D printer undergoes printing tests before leaving the factory. Filament
residue on the nozzle or slight scratches on the build plate are normaland do
not affect usage.

L 2R 2

WORK ENVIRONMENT SAFETY

Please keep the workspace clean and tidy.

Please ensure the equipment operates away from combustible gases, liquids, and
dust. High temperatures generated during operation may react with combustible
gases, liquids, or airborne dust, potentially causing fires.

Children and untrained individuals should not operate the equipment alone.

ELECTRICAL SAFETY

L X X 4

Please properly ground the equipment. Do not modify the plug. Ungrounded
equipment/improperly grounded equipment/modified plug will inevitably increase
the risk of electric leakage.

Avoid exposing the equipmentto damp or direct sunlight environments. Humidity
willincrease the risk of electric leakage. Exposure to sunlight will accelerate the
aging of plastic parts.

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

Do not use the equipment during thunderstorms.

Please turn off the equipment and unplugitifitis notin use for along time.

* o6 oo

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 mechanicaldamage.

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.

CAUTIONS

OO0 66 o o

Keep theinside of the equipment clean. Do not drop metal objects into the grooves
atthe bottom of the build plate.

Please clean up filament debris in time. Itis recommended to operate this outside
the equipment.

Any modification of the equipment by yourself will void the warranty.

Please keep the distance between the extruder and build plate for at least 50mm
during filament loading. Too-close distance may cause nozzle clogs.

Please operate the equipmentin a well-ventilated environment.

Do not use the equipment forillegal activities.

Do not use the equipment to make food storage containers.

Do not place printed models into your mouth.
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EQUIPMENT ENVIRONMENT REQUIREMENTS

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

EQUIPMENT PLACEMENT REQUIREMENTS

€ Theequipment mustbe placedin adry and well-ventilated environment.

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

COMPATIBLE FILAMENT REQUIREMENTS

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

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

*

FILAMENT STORAGE REQUIREMENTS

Please store filaments in a dry and dust-free environment after unpacking. Itis
recommended to use the matching filament dry box for storage.

L 2R 2

L 2

LEGAL STATEMENT

Users are not authorized to make any modifications to this User Guide.

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

First Edition (January 2026)
Copyright © 2026 Zhejiang Flashforge 3D Technology Co., Ltd. All Rights Reserved.
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1. Equipment Introduction

1.1 Printer Components

. Chamber Light

. External Communication Port
.Filament Inlet

. Extruder Cooling Vent
.Power Supply Cooling Vent
6. Mainboard Cooling Vent

7. Power Socket

8. Power Switch

U A W N =
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9. Extruder Mount
10. Extruder

11. Extruder Dock
12.SpoolHolder
13. Display Screen
14.Build Plate
15. USB Port



1.2 Printer Parameters

Device Name

Power Supply

Dimensions

Body

Extruder

Print Bed

Speed

Filament

Feature

Input

Package Dimensions

Device Dimensions

Build Volume
Material

Extruder Quantity
Extruder Temperature

Nozzle Diameter

Material

Supported Filament Diameter
Max Flow Rate

Removable Build Plate

Bed Temperature

Max Travel Speed

Max Print Speed

Max Acceleration

Recommended

Capable

These materials are printable but their
full performance cannot be achieved.
It is recommended to use equipment
with features like chamber heating for
printing

Refill Printing

Auto Leveling

Dynamic Flow Calibration
(Auto PA Calibration)

Filament Detection

Power Loss Recovery
Multi-Device Management
Chamber Lighting

Remote Monitoring
Time-Lapse Video

Mobile App Support
Display Screen

Storage
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Creator 5
100~120V/200~240V AC,
50/60Hz 700W
520x498x540mm
520x425x710mm

(with spool holders)
436x408x710mm
(without spool holders)
256x256x256mm
Aluminum, steel, plastic
4

Max 320°C

0.4mm (default);
0.25/0.6/0.8mm (optional)

Hardened steel

1.75mm

32mm3/s

PEl-coated steel sheet
Max 120°C

600mm/s

300mm/s

30000mm/s?
PLA/PETG/TPU 95A/TPU 64D/PLA-CF/
PETG-CF/SILK/PVA/BVOH/
TPU 90A (top-mounted)

ABS/ASA/HIPS/ABS-GF/PA-CF/ASA-CF/
ASA-GF/S-Multi/S-PAHT/PET-CF/
PAHT-CF/PPA-CF/PPS-CF

Supported
Supported

Supported

Supported

Supported

Supported

Supported

Supported, 1280x720, 30 fps HD camera
Supported

Supported

4-inch

8G

Visit our official website for more product information.
www.flashforge.com - [Support]



2. Interface Overview

The interface layout may change whenever there is an upgrade of firmware.
The following descriptions are for reference only.

2.1 Main Interface

Information displayed when the printer is idle

Home

Filament

Control Full Power! Create Now!

Settings 0 printFie

Flashforge Modal

©

1. Print File: Previously printed files will be
saved in the local storage. When a USB flash
drive is inserted, files can be viewed under
USB files.

2. Status Bar: View real-time printer status,
including USB connection, camera
installation, Wi-Fi signal, and VDS (Ventilated
Drying System) connection (icons appear
SASHIA_PLA P — when connected; no icon appears when not
4h19m-0202.gcode PLA_2h27m.gcod... connected)

3min.gcode
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3. Extruder Temperature: View the current 4. Bed Temperature: View the current bed
extruder temperature. Tap to enter and set a temperature. Tap to enter and set a target
target temperature. temperature.

< T1 Extruder Temp Settings

5. Filament Info: View the filament type and
color currently set for the extruder.

a Filament Settings

Select an extruder slot to edit or load/unload.

Unload

6. Device Info

Idle: View basic printer information. During Printing: View basic printing information
of the current model, such as filament type, print
layer count, print speed, infill density, cooling fan
speed, and auxiliary cooling fan speed. Fan
speeds can be adjusted by tapping the edit
button in the top-right corner.

< Device Info Settings

Printer Model Creator 5
Build Volume: 256x256x256 @
Firmware Version 152

Serial No. FFSN123456 7 Laae
Total Print Time 33min

Total Filament Used 551cm

1P Addres 192.168.110.207

MAC Address: : c2:85

Free Memory
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7. Chamber Light Switch: Turn the chamber light on or off.

8. Print Mode: Set the print speed mode as needed.

9. Pause/Start: Pause or start the current print job.

10. Exclude Objects: If a part is damaged during multi-part printing, select the corresponding
part to skip it. The skipped part will not be printed. (Note: This feature must be enabled in the
slicing software. Go to: Prepare - [Process] - [Others] - Enable "Exclude objects")

< Print Mode

Silent Mode (50%)

Standard Mode (100%)

Motion Mode (140%)

€ Process (I Objects #0O B %
)~ *0.20mm Standard @FF C5 B Q

Quality Strength Speed Support Multimaterial Others

oo ~
<> G-code output

Reduce infill retraction

Verbose G-code

Label objects

‘ Exclude objects X ‘

12. Stop: Terminate the current print job.

2.2 Filament Interface

Filament Settings

1. Extruder: Select the extruder you want to use.
2. Edit: Set the filament type and color for the
selected extruder.

3. Load: Load filament into the selected extruder.

4. Unload: Retract filament from the selected
Select an extruder slot to edit or load/unload. eXtI’uder.

Unload
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2.3 Control Interface

Calibrate @

Position

1. Calibration: Perform leveling, vibration compensation, extruder offset calibration, and extruder
position calibration.

2. Move Distance: Set the movement distance for the extruder mount and bed. Options include
Tmm, 10mm, and 50mm.

3. Home: Reset the X, Y, and Z axes to their default starting positions, providing an accurate
reference for subsequent printing.

4. Unlock XY & Z Motors: Release the self-locking state of the XY motors on the extruder mount
and the Z motor on the bed, allowing manual movement.

5. Extruder Mount Movement: Tap the directional arrows to move the extruder mount along the
XandY axes.

6. Extruder Pickup: Tap to pick up or release the selected extruder.

Move

Q Leveling

() Vibration Compensation

Select Extruder Remove X

(O Extruder Offset Calibration

Start

7. Bed Movement: Tap the up or down buttons to raise or lower the bed.
8. Extruder: Tap the up or down buttons to manually retract or extrude filament. (Note: Heat the
extruder to the required temperature for the filament before use.)

09



2.4 Settings Interface

I I Network

QR Code

1. Account: With the printer
L S - connected to the network, scan the
QR code via Flash Studio Mobile to
Open Flash Studio and scan the . . .
QR code to bind the printer bind the printer (see Section 4.1 for
Extruder Settings .
details).

10; @

. . X Guides & Support
Basic Settings Timelapse

2. Basic Settings

«Device Info: View basic printer information.

«Device Name: Rename the printer.

«Device Location: Organize your printers into groups based on their physical location or area.
Custom groups will sync across the App and slicing software, allowing you to filter and
monitor progress by group.

«Free Memory: View used and total memory capacity. Tap to access local files.

*Sound: Enable or disable startup and print completion sounds.

«Clog Detection: Detect filament jams or tangles that prevent filament movement during
printing.

sLanguage: Set the system language for the printer.

*Auto Sleep: The device supports customizable auto-sleep settings. You can choose to enter
sleep mode after 5, 10, or 30 minutes of inactivity, or disable sleep entirely.

=Copy Logs: Copy logs to a USB flash drive.

«Factory Reset: Restore all system settings to their original factory defaults.

< Basic Settings < Basic Settings

Device Info Sound
Device Name Creator 5 > Clog Detection [}
Device Location Group A > Language English >

Free Memory 4.43/ 8G > Auto Sleep 10min >

< Basic Settings

Copy Logs

Factory Reset
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3. Time-Lapse Video: Manage time-lapse video 4. Network: Configure the printer's Wi-Fi, IP

files.

< Videos

a
W -»

-»

VideoName VideoName

5. Firmware: Check for new firmware versions
when connected to the internet and update
online.

Firmware Update

Already up to date

7. Guide & Supportt

*User Guide: Access the printer's manual
online.

fter-Sales Servic Device Status

1

QR Code

[

Scan the QR code with mobile app for the product manual

Maintenance

address, and enable/disable LAN Only Mode.

< Network Settings

WiFi Flashforge >

Hotspot off >
Static IP

Not setup >

Network Mode off >

6. Extruder Settings: Manually set the nozzle
size.

< Extruder Settings

Select an extruder and Tap [Edit] to set the size

«After-Sales Support: View Flashforge's
support email.

a

< User Guide Device Status  Maintenance

For help, please contact Flashforge's
After-Sales Service Email
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«Device Status: View the status of various

*Maintenance: Equipment maintenance
printer sensors.

operation guidelines and instructions.
8

< User Guide fter-Sales Servic

Maintenance < User Guide fter-Sales Servic Device Status

Filament Sensor Signal XY-Axis Maintenance

Extruder Present Signal Z-Axis Maintenance

Extruder Pickup Signal Nozzle Hotend Replacement

Door Status-Front/Top Nozzle Cold Pull

12



3. Basic Operations

1. Tap [ ] - [Calibrate] to enter the Calibration interface. You can choose leveling,
vibration compensation, extruder offset calibration, or other functions as needed.

Q) Leveling

(O Vibration Compensation Bed leveling in progress.

(O Extruder Offset Calibration

Start Note: Do not put your hands

inside the machine

*Calibration Function Descriptions:

Leveling: Multi-point automatic leveling compensates for an uneven bed. Run this if the
first layer quality is poor. Before starting, ensure the build plate is free of debris. The bed
will first heat to the target temperature, so some preheating time is required. For
high-temperature filaments such as ABS or fiber-reinforced composites, it is
recommended to enable leveling before printing.

Vibration Compensation: Recommended if you notice ghosting or ringing on printed
models, or if the device has been moved. Do not touch the device during calibration. Any
vibrations or noises generated during this process are normal.

Extruder Offset Calibration: Recommended before your first multi-extruder print or after
replacing a nozzle assembly. This function automatically aligns the relative X, Y, and Z
positions between extruders to ensure high-precision, seamless printing. Remove the
build plate before starting calibration, and reattach it once completed.

Extruder Position Calibration: Recommended after removing, reinstalling, or replacing
an extruder. This aligns the extruder with the mount for precise pickup. Select the
extruder you have replaced or removed and manually push the mount until it rests
against the extruder; the printer will then detect and calibrate the position.

13



3.2 Network Connection

1. Tap[ € |- [Network], turn on the Wi-Fi switch, and then select the desired wireless network to
connect.

Creator 5

Creator 5

[_] N | Network Offline >

QR Code

m I_ J Firmware

Open Flash Studio Mobile and
scan the QR code to bind your device.
Extruder Settings

104 ©)

Basic Settings Timelapse

Guide & Support

Creator 5

Creator 5

Flashforge_4E_5G Flashforge_4E_5G

Flashforge_4E_5G Flashforge_4E_5G

Flashforge_4E_5G @ Filashforge 4E_5G

Flashforge_4E_5G Flashforge_4E_5G

3.3 Loading Filament

Y Q=M When loading filament, please hang each spool as shown below.

(1) T\ s

T\ 0
©@© O\ @%@

/
UN/ \LO
Oy O

OFY = \Og9Y
il i
@ T —m7 O
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1. Cut off the bent end of the filament. Insert the filament into the filament inlet while pressing
down on the extruder lever as shown. Continue feeding the filament until it is fully inserted into
the extruder and can no longer be pushed further, and then release the lever.

Cutata45°angle

2. Gently pull the filament back. If it cannot be pulled out, the filament has been locked by the
extruder feed roller and pre-loading is completed.

3.Tap[ (ID ]to enter the Filament interface. Select the extruder that matches your inlet number
(1-4), and then tap [Edit] to set the filament type and color. Repeat this step to configure other
filament channels as needed.

Filament Color

a Filament Settings
PETG PETG-CF ABS
SILK PAHT-CF S-PAHT

S-Multi PA-CF PVA TPU-90A
Select an extruder, and then edit or load/unload filament. T i) o e

Edit Load Unload ABS-GF PPA-CF

Filament Type

15



a Filament Settings

*Unconfigured extruders appear with a
semi-transparent background.
A"/"indicates no filament detected.

A"?"indicates filament is loaded but filament
e type not configured.

Unload

4. Tap [Load] and observe the selected extruder. Filament coming out of the nozzle indicates
successful loading.

3.4 Unloading/Changing Filament

1. Remove the extruder and press the extruder lever (which also serves as a filament cutter) all

the way down. Once you hear the filament being cut, manually pull the filament out from the
outside of the printer.

L=
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4. Software Overview

4.1 Mobile App - Flash Studio Mobile

Note: Before binding, the printer must be connected to a network.

1. Download Flash Studio Mobile by scanning the QR code (see
right) or from the app store, register your Flashforge account, and
login.

2. Tap [ € ] to enter the Settings interface. Use Flash Studio Mobile to scan the QR

code on the printer screen to bind the printer to your account.

s PEvr= . e
FLASHFORGE © 8 m
b+ )| < Bind device
T »
N
ransudovpgsseies o (Y P T—
‘withyour crrent account?
A
. D ‘
Creators Fashforge
!
Determine binding
. .

@ Important Notes

1. The factory default device name is "Creator 5", and the default
location is "Group A"

2. You can modify the printer name and location on the Basic
Settings interface as needed.

3. Creator 5 comes standard with a camera, which is enabled by
default when the printer is powered on. Open the App, go to the
Device page, and tap the printer to enter its details page, where
you can access real-time monitoring.

4. The app does not support connections in the LAN Only mode.
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UserName

Log Out

&

Basic Settings.

[}

Timelapse

Extruder Settings

Guides & Support

Network ~Flashfo

Fimware

Extruder Settings

Guide & Support

rger >

Vo1 >

>

Creator 5




4.2 Slicing Software

Before reading the brief instructions, please ensure you have reviewed the Quick Start Guide
and completed the first print.

Before printing, 3D models must be sliced using presets that match your printer.
Recommended Slicing Software: Flash Studio Desktop

Download Link: https://www.flashforge.com/pages/download-center

Path: software——Flash Studio Desktop

Pre-Printing Workflow:

01 02

Obtain a 3D model Download and
file (STEP/STL/OBJ/ install the
3MF) slicing software

04

Transfer the sliced
file to the printer via
USB or network to
start printing

03

Use the slicing
software to convert
the 3D modelinto a
machine-readable
file

1. Open the installed Flash Studio Desktop.

Flash Studio Desktop

2. Setup Wizard

On first use, follow the setup wizard to select your region, printer model and filament presets.
(Note: You may select all printer models and filament types in the list so that corresponding print
parameters are readily available in the software.)

TR B © Tt —5 %
n @ Prepare = Preview & Device ® Guide
& Login/Register [  Open Poject

Please select your login region




2 0 95 ¢
n @ Prepare

& Login/Register

< Preview

& Device © Guide

Untitled

Setup Wizard
Q mask

Printer Selection

£ Open Project

@ Home
Device keyword
© Recent
@ Model All Clear all
fodels
B Collections
Klipper @*
TOOLCHANGER
Generic Printer | Generic Printer | Generic Printer - Generic Printer
Klipper Marlin ~ ToolChanger
Back Ne>
DrFie B B 3 Calibration Untitled — ]
n @ Prepare & Device @ Guide
o i Setup Wizard
& Login/Register 2 keyend & Open Project
Filament Selection
@ Home
Q Printer @ Filament type @ Vendor
© Recent @ Al @ Al Al
@ Flashforge ADSX @A Generic
@ Models & Flashforge Creator 5 & ABS
Flashforge Creator 5 Pro & TPU
B Collections @ pc
© ABS-GF
& ASA
7 Filter items ~ 76/76 Select visible (] Clear all
 Flashforge ABS Basic & Flashforge ABS-GF & Flashforge ASA Basic
Flashforge ASA Basic & Flashforge ASA-CF @ Flashforge ASA-CF
Flashforge ASA-GF & Hashforge HIPS & Flashforge HS PETG
& Flashforge HS PLA Flashforge PA-CF & Flashforge PA12-CF
 Flashforge PAG-CF & Flashforge PAG6-CF & Flashforge PAHT-CF
Flashforge PET-CF & Flashforge PETG Basic & Flashforge PETG Pro
Flashforge PETG Transparent @ Flashforge PETG-CF & Flashforge PLA Basic
& Flashforge PLA Color Change Flashforge PLA Galaxy 8 Flashforge PLA LW
& Flashforge PLA Luminous & Flashforge PLA Matte & Flashforge PLA Metal
Flashforge PLA Pro & Flashforge PLA Silk  Flashforge PLA Silk
Back Finish
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3. Account Login/Registration
Log in to Flash Studio Desktop using your Flashforge account. If you do not have an account, you
can register one using your phone number or email address. (Note: Flash Studio Desktop and

Flash Studio Mobile share the same account.)

Untitled

OFe @ @ O C &calbatn

. @ Prepare S Preview @ Device ® Guide

Login
Phone Login  Password login

2, Phone Number

Read and Agree to Accept (Term of Service) and
(Privacy Policy)

Log In/Sign Up

4. Import or Create a Model
On the homepage, you can import downloaded 3D models via [Open Project] or via [File] -

[Import] - [Import 3MF/STL...], or click [New Project] to create and edit your own model directly in
the software.

‘@rjli,[o S G & Calibration Untitled - 0
New Projes culsN & e ® Guide

ew
b e ’
i

Recent Projects >
[5) Save project cules

5 save Projectgme  Crrlsshiftss
“Export e >

O que Impor Configs.

import

@ Home
© Recent
@ Models

El Collections

No recently opened projects
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5. Pre-Slicing Setup

Configure your printer model, build plate type, filament type and color, and print parameters in
the Printer, Filament, and Process bars. You can use the toolbar above the print area to move,
rotate, scale, paint, or add text engraving to the model.

Dre @ @ 9 C & cabretion [— — o0 x

o Il =reer Boee 0 e aETTD AT

~ Flashforge PLA B.

© | Setthe filament
Flashforge PLAB.. © | color and type

~ 0.20mm Standard @FF C5 B a

|
|
Quality Strength Speed Support Multimaterial Otr'ers:

= Layer height

|
|
Layer height 02 o |
First layer height 025 mm :
= Line width : Set t
Default 042 mmors L oetprin
|~ parameters
First layer 05 |
Outer wall 042 |
Inner wall 045 |
Top surface 042 |
I PLA/PETG/ABS/TPU
Sparse infll 045 |
Internal solid infll 042 |
|
Support 042 | =
[£] Seam
Q
Seam position - Aligned "

6. Slice
Click [Slice plate]/[Slice all] in the top-right corner. In the slicing results on the right, you can view
filament usage (grams), estimated print time, and other information.

Dre @ a HEQEVI-0424 = X

B © prepare o ® cuide P [siceplate XK | Printplote §
<

& Printer i

Filament Model  Tower Total

~ Flashforge Creator 5

{0 Filament

Bl - Flashforge PLA.. ©

[3] ~ Flashforge PLA... - Flashforge PLAB... ()
© Process. #0O B %
~ 0.20mm Standard @FF C5 B a

Quality Strength Speed Support Multimaterial Others

[ Layer height
Layer height 02 m
First layer height 025 m
== Line width
Default 042
First layer 05
Outer wall 042
Inner wall 045
Top surface 042
Sparse infill 045 mmor
Internal solid infill 042 mmor%
Support 042 mmor% P =
(7] seam Front
Seam position ~ Aligned - X 2 40 g
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7. Print

After slicing, click [Print plate] in the top-right corner. In the pop-up window, select the
corresponding printer and filament color configuration.

Dre 8 ©
@ @ Pprepare

[ Printer

- Flashforge Creator 5 - 04
Hardened

() Filament

[l - Fashforge PLA.. ©

& Device

o)

B - Flashforge PLAB.. ©

[3] - Flashforge PLA... ~ Flashforge PLAB...
 Process  @EEOHss #0 B %
- 0.20mm Standard @FF C5 [=e}

Quality Strength Speed Support Multimaterial Others

= Layer height

Layer height 02
First layer height 025

= Line width
Default 042
First layer 05
Outer wall 042
Inner wall 045
Top surface 042
Sparse infill 045
Internal solid infil 042
Support 042

[£] seam

Seam position - Aligned

® Guide

HRQHV3-0424

X

- 0
aETTD R

© 6h20m

%
%
e J 1 i @ Send printing tasks to
@ % é HIRQIR-v3-0424 &

o 109099

Filament

Select Printer
® D Creator 5

Network

Time Estimation

Levelling

[J Flow Calibration

[ Time-Lapse Video

For multi-color printing, filament information must be configured manually. Click the
corresponding extruder and select a filament with the same or a similar color. (Once filament
information for all four extruders is configured on the printer, the slicing software can
automatically retrieve it.) See the images below.

+ %
P model 2
© 5h4ém ) 95949
Select Printer Nk | G
® D Creator 5
Material in the material station x
PLA 1 2 3 4
av PLA PLA PLA PLA

Materialin the material station
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Types and colors of

[Pl consumables for slicing settings

Slot number and color of
consumables in the current slot




8. Print Management/Monitoring

On the "Device" page, you can view the status and progress of multiple printers. Click a specific
printer to enter its details page, where you can monitor print status in real time or remotely
control it (pause/cancel printing). You can also edit the filament type and color in the Extruder
Filament section, and changes will sync to the printer's firmware page.

DHe B B L Untiled - o0 x

& Ohzo Db o s

73 + [Av sets v MachineTpe v

v
r

Filter devices by group, status, or model Network LAN 8
My Device

& Creator 5 Creator 5 E)

Other Device

@ Creator sM

@ U1 chen test

Group A
tw

Qg Idle

@ Creator 5 Pro

@ tom
Dre @ B * model - o x
Q@ Orewe  © hoien © cude
i + ceters Groupa
o Statue N
wnR@mote Monitoring ——, S e
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For more information on software operation, refer to related descriptions in the slicing software or
visit the official Flashforge Wiki: https://wiki.flashforge.com/en/home.
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5. Printing

5.1 Printing via Wi-Fi File Transfer

Before remotely transferring sliced files, make sure the printer is connected to a
network. There are two connection modes: WAN Mode and LAN Only Mode.

1. WAN Mode: Please log in to or register a Flashforge account before connecting the
printer. If the printer has already been bound and connected in the mobile app, it will
appear automatically in the slicing software once you log in. If the printer has not been
bound in the mobile app, click [+] on the Device page in the slicing software to open the
search list and select the printer you want to connect to.

Ofie @ B Untitled

& Oheo  Din ® oue

i + ‘ Al v Status v Machine Type ¥ Network LAN 3

Creator 5 G
- 10N

& Creator 5M

& U1 chen test

@ v Em»up A

@ Creator 5 Pro

@ tom

2. LAN Only Mode: Go to [Network] - [LAN Only] and enable [LAN Only Mode]. Then, on
the slicing software's Device page, click [+] to find the corresponding printer. Select the
printer and enter the Printer ID displayed on the printer screen to complete the
connection.

< LANOnly

LAN Only Mode

Note: LAN Only Mode disables internet and cloud services

Device ID: 89837Z
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Both modes support sending print jobs remotely from the slicing software.

5.2 Printing via USB

1. In the slicing software, select [Export plate sliced file] (Path: File - Export - Export plate
sliced file) and save the sliced file to a USB flash drive. The default export format is 3MF.

Insert the USB flash drive into your printer and select the file to print.
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Q Local Files
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System Volume four_PLA_2h16m. 15mincube.gcode
Information gcode.3mf 1/2

0%°% ‘
%% NV
000

1PLA_1h2m. cube PLA_14m53s. 2341 PLA_17m27s,
gcode.3mf gcode 3mf gcode.3mf

2. Tap [Next] to manually adjust the filament settings for the print. On the screen, you can assign
the corresponding extruder for each color. Once configured, tap [Print].

Print Settings Extruder Settings

four_PLA_2h16m.gcode.3mf " . four_PLA_2h16m.gcode.3mf
e 2 TPU 64D [ERRPERS

Flow Calibration
Leveling
Timelapse

234h56m 9876g

As shown in the image on the right, the left column displays the filament types
and colors configured in the slicing software, while the right column shows the

actual filaments loaded in the extruders corresponding to each color (which can
be selected repeatedly). If the filament type selected during slicing does not
match the filament loaded in the extruder, that extruder cannot be selected for
printing.

5.3 Removing Models After Printing

After printing is complete, the nozzle and build plate may still be hot. It is
Bl recommended to allow them to cool before removing the model!

Once printing is finished, remove the flexible steel plate and gently bend it to pop the model off.
Before starting your next print, ensure the build plate is free of any residual filament.

Recommendations for Model Removal:

1. Please take the build plate out of the printer before
removing the model. This prevents debris from falling
into the chamber and helps keep the interior clean.

2. We recommend using a scraper to remove models
printed with TPU or other flexible filaments. This allows
you to safely peel the flexible model off the build plate
without causing any damage.
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5.4 Additional Functions

1. Using a dry box helps keep filament dry, effectively preventing print failures or quality
issues caused by moisture absorption. Once connected to the printer via the
communication cable, the VDS (Ventilated Drying System) can be controlled directly from

the printer. For detailed instructions, please refer to the VDS User Guide or Wiki
documentation.

2. Power Loss Recovery

If a power outage occurs during printing, a prompt will appear once the printer is
restarted, asking whether to resume printing. Select [Yes] to continue printing the
unfinished model.
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6. Maintenance

6.1 Build Plate Care & Usage

1. The build plate can be used with dedicated 3D printing adhesive to improve adhesion.

2. After applying adhesive, the build plate can be cleaned with water.

3. If the build plate becomes contaminated with oil or grease, clean it with dish soap.

4. Avoid scraping the build plate with sharp or hard objects.

5. If the build plate becomes significantly warped after long-term use, it is recommended to
replace it with a new one.

6.2 Nozzle Care & Usage

1. Itis recommended to dedicate each nozzle assembly to the same type of filament. In particular,
fiber-reinforced filaments and PETG should not be mixed with other filaments, as doing so may
cause clogs and reduce the nozzle's lifespan.

2. When switching to a different filament using the same nozzle, if the new filament prints at a
lower temperature, use a higher temperature setting to purge the old filament.

3. When switching to a filament with a higher printing temperature, simply load the new filament.
4. 7o clean residual filament inside the nozzle, perform loading several times or manually clear any
remaining debris using the unclogging pin tool.

5. After replacing a nozzle assembly, please perform leveling and extruder offset calibration again.

6.3 General Maintenance

1. After every 1,000 hours of printing, perform maintenance on key components: wipe the X, Y,
and Z-axis linear shafts clean using a lint-free cloth or paper.

2. After cleaning any oil or debris from the Z-axis lead screw, evenly apply the included or a
suitable alternative lubricant.

3. To prevent filament from absorbing moisture, breaking, or causing blockages in the filament
guide tube, unload the filament if the printer will be idle for more than two days, and storeitin a
sealed, moisture-proof container.

4. Promptly remove any filament or foreign objects tangled around the lead screws.

5. For detailed maintenance instructions, please refer to the the machine maintenance page
(Path: [€®] - Guides & Support - Maintenance) or the Flashforge Wiki.
(https://wiki.flashforge.com/en/home).

6.4 Nozzle Replacement

Before replacing the nozzle, manually cut the filament.
Then follow these steps:

Remove the two screws as shown, grip the silicone sock,
and pull the nozzle assembly downward to remove it.

We recommend running an extruder offset calibration
after every nozzle replacement. Go to [ ] - [Calibrate] -
enter the calibration interface, select [Extruder Offset
Calibration], and follow the on-screen instructions.
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7. Q&A

Q1. Whattodo if the nozzle is clogged?

Troubleshooting Step 1: Manually press the extruder lever to cut the filament, then remove the
guide tube and check if the end of the filament is flat. If not, trim it flat, reinsert the guide tube
and filament into the extruder, and then tap [Load] to check.

Troubleshooting Step 2: Remove the extruder and check for any filament stuck inside.

Q2.Whatto do if the extruder moves when printing starts, but
no filamentis extruded?

1. Check the filament guide tube to confirm whether the filament has reached the extruder. If not,
feed the filament into the extruder and tap [Load]. Follow the on-screen instructions for filament
loading until filament comes out from the nozzle.

2. Check whether the nozzle is clogged. If so, refer to the solutions in Q1.

Q3. Can filaments from other brands be used?

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

Q4. wWhatto do if your printis warping or not sticking to the bed?

Solution 1: Increase the bed temperature to improve adhesion between the bed and your print.
Solution 2: Add a brim when slicing your model.

Solution 3: Apply glue.

Solution 4: Clean the build plate to remove any oil or grease.

Solution 5: Check if the bed is level. Use the leveling function if needed.

Q5. Whatto do if no print files are found and the screen only

shows folders after inserting a USB flash drive?

The USB flash drive may not be formatted correctly. The printer supports the FAT32 file system.
Please format your USB flash drive to FAT32.

Q6. Whatto do if the Wi-Fi cannot connect?

1. Check if your Wi-Fi name contains any special characters. If it does, please modify it and try again.
2. Check if your password contains any special characters. If it does, please modify it and try again.

Q7. What are the precautions for firmware updates?

Do not power off the printer or disconnect it from the network while downloading or updating
firmware to prevent update failure.

Q8. Why is the screen blank at startup?

If you hear the startup sound, please replace the screen or the cable. If you do not hear the
startup sound, please contact customer support for assistance.

For more information, please visit the official Flashforge Wiki. (http: //wiki.flashforge.com/en/
home)
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8. Help and Support

Flashforge's professional after-sales service personnel and salesmen are 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 covered in this User Guide, you can seek for solutions on our official website
or contact us by phone.

There are instructions and solutions to common issues that can be found on our official website.
Many of your questions can be resolved on Flashforge's official website (www.flashforge.com)
under Support - Wiki, or by visiting the official Wiki.

Flashforge customer support team can be reached by phone from 8:00 AM to 5:00 PM, from
Monday to Saturday. In case you contact us during off-duty time, your inquiry will be answered
the next working day immediately. We apologize for any inconvenience this may cause.

Changing different filaments may leave minor impurities in the nozzle, leading to
clogs. As this can be solved by just unclogging it, it's not owing to a quality issue.
If you encounter this problem during use, please contact customer support and
follow their guidance for unclogging.

After-sales Service Tel: 400-886-6023

Email: support@flashforge.com

Address: Floors 2-4, Building B, Huaxing Development Building, No.328 Wen'er Road,

Xihu District, Hangzhou City, Zhejiang Province, China

Note: Please provide the product serial number which can be found on the barcode at the back
of the printer when contacting customer support.

S/N: FFAD**¥*+*

2.4G Wi-Fi Frequency Range: 2412MHz~2472MHz (Max EIRP: 15.22dBm)

5.2G Wi-Fi Frequency Range: 5150MHz~5250MHz (Max EIRP: 11.66dBm)

5.8G Wi-Fi Frequency Range: 5725MHz~5850MHz (Max EIRP: 10.91dBm)

This product can be used across EU member states.

The device is restricted to indoor use only when operating in the 5150MHz~5350MHz
WLAN band in the following.

Manufacturer: Zhejiang Flashforge 3D Technology Co., Ltd.

Address: Floor 3, Building 2, No. 1 Jianlang Road, Tangxia Town, Dongguan City,
Guangdong Province, China
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