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When unpacking, please check the packing list to ensure
that no parts are lost ordamaged. If any, please contact
our after-sales personnelimmediately and we will reissue
them foryouinthe shortesttime.

Please usethe machineinaventilated, dry, clean and flat
environment.

The machine contains high-speed moving parts and high-
temperature parts. Children are not allowed to use the
printer alone.

Partof the accessories are consumable, the warranty time
is different.

Inan emergency, you can turn off the power directly.

Ifthe user's unauthorized modification or disassembly
causes damage to the core components of the machine,
thesituationis not covered by the warranty.

Video, software and otherrelated information are stored in
the TF card, please check.
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8 E2filamentrack

—

Elfilamentrack

N

E2 print head belt adjustment knob 9 E2printhead
E2FTEN Sk B2 5 A T hig $A

Elnozzlecleaningsheet

w

10E2 X axis motor

. 11Elprinthead belt adjustmentknob :
ELITED Sk B2 B9 hie s .

. 12E2 nozzle cleaning sheet

N

6 Printing platform 13Leveling adjustment nut

14TF card, USB type B, U disk socket
TFH.USB type B.U&#EO

7 Touchscreen

15E2filament run-out detector
E2WfHE 28

16 E2 extruder
E25FH#

: 17Right Z axis motor
AR

18 Power switch and power cord slot
: B RFF X AN B IR LA

. 19Screw rod

<% 3

20Elextruder

ELHFHH

21Elfilamentrun-outdetector
E1HTHHE M 35

22 Eladapterboard wiring port

ELERIZAO

23E1Xaxis motor

E1XHEB A

' 247 axis metal limit switch

ZHE R R X

. 25Voltage switch

BERRFX

. 26 Left Z axis motor

FEZH A

\




Parameter g&£#

Print parameters fTENS#X

Printsize $TENR~

255*255*260mm (Single head printing & 3L3TE[)

Printaccuracy fTEN¥5E

0.1-0.3mm

Print principle ENRIRIE

FDM (fused deposition molding /AR#TFARLEY)

Nozzlesize IEIER

0.4mm

Nozzle quantity BilE# =

2

Printspeed $TENERE

20-150mm/s (advise 60mm/s #i¥ 60mm/s)

Position accuracy (I EfEE

X/Y-0.00625mm, Z - 0.00125mm

Filaments support &/ #F

PLA,ABS, PETG, TPU...
Temp parameters ;ZE S

Printing environment temp $TENIFIEIRRE 8-40°C

Nozzle temp IEI%EE

Slice software #1504

275°C (MAX ®X)
Power supply EiES%K

DC24V/360W  AC 110/220V 50/60Hz
Software {4

Cura.Simplify3D

Input format AR

.stl, .obj

Output format &

.gcode

Connection %##

TF card, USB cable,U disk TF.USB# .U

Machine parameters #128&%k

Machine size #l2R~F 617*415*560mm
Package size %R 622*602*225mm
Machine weight #2E2 ~11.8kg
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Packing list 2%i&%

Gantry frame
pANES

Filament*2
(Random color)
FEM2 EREREN)

03

Base PEI magnetic steel plate 255mm Filament holder*2

R PEIB MR 255mm KR 2

Power cable Shovel Cutting pliers
o

iR (Lattice glass version only, -0
colorrandom)

7] (IR BEIRIBIRE A H , B HEH)

i L[]

| i
Extruder accessories

spring screw*2
BrHAE 4 - S E iR 422

Toolkit
TAa



Toolkit list
TEEE

D)
(14

1) ® ®

M4*10 screws Allen wrench Slotted screwdriver L-shaped allen wrench Wrench
M4*1088 22 AABIRF —FiRL7] LERAART RF

P

® ® ® ®

Cardreader TF card USB cable Tie (Random color)
RRER HE+E USBiEELE L7 (B ERE)



Install the gantry frame &R []%

2

M4*10 screws *8
M4*1088 42
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Filament holderinstallation k22

ARELR R T 1R IRIE

i)

L)

JolE

Loosen the boat nutonthe
filament holder slightly, pay
attention not to remove the
nut, then putitinto the groove
ofthe aluminum profilein
paralleldirection, and tighten
the screw clockwise quickly,
sothatthe boatnutisstuckin
the groove of the aluminum
profileat90°.

> o
)

BN TR ERORR LR R, AR
TR TRE, AEFITHRBAN
SREUMBIRE A, BT R TR B4R
2, [ERRMAIR R0 REREME
A,




Installthe springs and screws of the extruder T HHERIRL

Spring and screw
of extruder * 2
BB E R g L2

07



Install limit switch of Z axis 7RI A X

~
INnEr groeva Ourtar groov
BE -
Sanmuron
GL-8H
J

Use the boat nuttoinstallthe limit switch to the positionin
the picture of the gantry. Note that the installation positionis
inthe outer groove of the aluminum profile, and it can be
installed close to the bottom position.

{EFAMRER I RAF X REFRIIRNERLE,
ARTENUEZEREMIIMEG BT HNUERER.
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Install PEl magnetic steel plate sticker ZZEPEI 14 iR 154

Please tear off the hot bed protective film before use.

fEFAENE B AR R R,

PEI magnetic steel plate
255mm
PEI#ME 1R 255mm

Tear off the PEI sticker to reveal the sticky side, and then stick
itonthe hotbed.
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} Hi=PEINGA, BHHEMEN—E, REREBERR L.
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Cable connectionig&iz4&

Right adapter board wiring port
ARERELD

ERERELAO

Right Z axis motor Left Z axis motor
AZHEH FEZHEH
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Power supply and interface description&F5#E00i% kA

&

220V — 110V

The TF card, USB cable and U disk socket are all on the The outputvoltage of the printer can be adjusted at will
rightside of the printer, as shown in the picture. accordingto the customer's needs. Dial the Red Square to

the left, and the voltage is 220V. On the contrary, itis 110V.

TF+, USB&FUARIED, BITEFTENMBI A M, B FFR, (Before turning on the power supply, customers should pay

attention to whether the voltageis consistent with the
localvoltage.)

FTENH BV L B E R IRIER P B REERE, BABHREREE
M, BBEH220V, BRALI0V, (EEERRZ A, ERFHEIRIZE
ERESLMBEE—H,)
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Language switch iE= 1%

TRONXY

O3

System

Select "System"
®E Ry

TTRONXY

pyCChmm

Status Info Language

*

Theme mode

Language

N[

francais Deutsche

Choose the language you want
ERREENES

Select "Language"
" EE

Espaio

12



Leveling of the hot bed #&EMIAF

Leveling Process:

Adjust the leveling of the E1 print head and the platform first, then adjust
the height of the E2 nozzle to be consistent with the E1 nozzle, and finally
adjust the E offset of the Xand Y axis to be consistent with E1.

The specific operations are as follows:

1.Usethe E1l printhead to level the hot bed platform
fEFBELFTEN KA F PR

step 1: Change the printer's printing mode to "AutoPark" mode.
SR BRUTENHAVTENER 0 “B o E R R

Language Default

mode

FIREEUTENK 5 F 88K F, AEHBE2EIES E SEIBERT 2,
REREEXYHHERE 2MELRE—.
BERENT:

Select "System" Select "Mode" Choose "AutoPark" mode

Ry it v

13
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Leveling of the hot bed # & AT

step 2:Start manual leveling.
FIR2 AT F IR FIRE,

Please choose level mode:

Maryal Cancel

Manual 0 : / Manual

System

Select "Tool" Select "Level" Select"Manual"
%EE T EE BE % “Fry”

@wvemenl adjust the screw under the
C usion head

Accordingto the sequence givenin the figure, level
the five positioning points one by one.

(Please refer to page 15 for the leveling method)
REEPLHNIEEF, BENEMS—AF,
RERERE, BTHEESEELSN)

14



Leveling of the hot bed # &

Leveling the hot bed method.
BERKT o

Hot bed rise
H eﬁ(&lﬁlp%}%lered V§ % ity

e /A S A A

Asshown inthe figure, adjust the distance between the hot bed and the nozzle Users can use a piece of A4 paper to verify whether the distanceis appropriate and
through the bignutunder the hot bed. The central position of the hot bed requires feeltheslight resistance given by the nozzle when dragging A4 paper.

the overalllifting of the platform, so when adjusting the distance between the e A = = O f 52
central point, the other four corners of the hot bed need to do the same operation. R ER—KAMRIEEBRT A, BRI RAMRITEREL T 89 R DA,

WEHFR, BT AR THEE, FREAKRSHEHNES. ARFPOIENFTEFSHBEA
B, PR AFE BB HRD R BV BE B B, FRPR A EL 1t PO 78 7R R A 948 1F o

Inorder to pursue better printing effect, secondary leveling
isrequired.
FBREIFOITENNR, BHITK

]

15



Leveling of the hot bed #&EMIAF

2.Levelingthe E2 print head
ETFE24TEN L

A A A
4 (&) >

1.Click"Home"; 2. Click "E1" to switch to "E2".
®ETR BAE “Fop” 1.mE“Home”; 2. R “E1”PIHREI“E2”,

)
<

e

Loosen the two screws shown in the picture.(Don't take it off) Asshowninthefigure, rotate the nut onthe top of the E2 print head to
FPIAE TR AUE 24T EN 3k A2 BB 24 (R BB ) adjust the E2 nozzle to move up and down. After adjusting the distance
between the nozzle and the hot bed to be close to the thickness of the A4
paper, re-tighten the screw in Figure 2.
(Distance adjustment details are the same as on page 15)
NEFRR, BEFEE2FTENKTRERAVIR & , FIVREEE 2050 L T8 5h, AR BE S AR
MEBEELTAARNEE Z 5, E % E2008 2807,
(EEBAZAT 51501 B HER)



Load and unload filaments &M 92 EIR

1.Install the filament to the holder
REFEMIIRIZEE

Inorder to successfully complete the loading,
the filament needs to perform some necessary
operations, as shown in the figure below.

AT IRFISERL NS, 4T 4 R IT— Ll B VIR (E, W0 N EFR
To

Straighten Filament Cut the filament
RIEFEM toa45°angle
RAEM BT R45° M

17



Load and unload filaments &M 92 EIR

2.Insert the filament
BNFEM

Pressand hold the spring buckle of the extruder and feed the
consumablesinto the extruder.

AP HANBEE RN, BRI L.

Tip: How to replace consumables?After preheating the nozzle,
push the consumables forward, quickly pull out the consumables,
and put new consumablesin.

R A B RAEA?
ARG, M EEE— TG, LEMEEM, BEMEN

18



Load and unload filaments &M 92 EIR

3. Preheatnozzle.
TR

After the preheatingis completed, the filamentis
extruded from the nozzle, which meansthatthe
filamentis loaded.

I
I
: FAATE Al [ #EM MBS Y tH B R FE M R e il
I

4. Extruding filament and exiting filament
FriFEM SR M

Filament y Filament

180/210

25/210

®

a Unload filament &t ¥4

9 Extruded filament $7 £
19



E-offset function introduction EfR#IhEE/ T4

. E For printing with dual print heads, E-offset must be set to ensure the consistency of the dual headsin the
X/Y direction, which isanother necessary setting after the distance settingin the Z direction.

E-Offset XITENSKITED, MEBRIREERE, MRICKEX/YA R LN —H, RAZSANERIREENS — T ENIRE,
E-fR#%

TRONXY Temperature JEES#

Moving distance B ES

Start testing 74z

Reduce the offset value /D REZEE

Increase the offset value g IR % &

Switch between X and Y axis X&h#0Yz4d izt 7] #2

(omn] (o] | (4

Choose the distance to move EZEBMHES

*Wait until the temperaturerises to the target temperature before the print head starts to move.

ERFRELAEBITRER, WEHTEN KA SRS E, EIb 2 FiEm O F . 20



E-offset function introduction EfR#IhEE/ T4

1. X axis offset X k%1%

TRONXY E-Offset

T:46/50 209/210 2

El

The machine will print two squares, observe Adjust the offset distance of "E2" according to

Click "Test" and start the test after the

temperature reaches the requirement whether the two squares are aligned horizontally the offset distance of the two square boxes.
and centered, if E2 isnot aligned with E1, please 37 g €y =

HE IR, BB IAEREFHAR T adjustE2 to E1 to offeet the X axis. RIEF NS ENRISERAE ENRBER.

NBRITDF B3, NEF N HRREAF BB, @ Coosethe it moving distance
NBE2RBFELNF, EIIEE2RE LI TXEH RS o EREBHBHEE
Adjust the position of the offset
WERBENLE
Click test
e

When adjusting the "X" axis
JAEE X" i AT

E2
: Offset left MERS

: Offsetright mATRE

’ E1l

Save Settings
VAEEE B MEK BRI TF REFRE
@ clickback EERE

@ select "ok i ®IL

Adjust until the two boxes are horizontally centered

21



E-offset function introduction EfR#IhEE/ T4

2.Y axis offsetY R

El E2
v
The machine will print two squares and observe Adjust the offset distance of "E2" according to
whether the two squares are aligned in the center. If the the offset distance of the two square boxes.
E2 i tali dwiththeE1l ,the Y axis of S kg Gy -
> S he £2 cquare needs to be offset. B SIEN RS ERRE € MR EE.
HBRITENR N IR, WEB NS REEE P, SIRE2H Choose the right moving distance
PG EMELSRIITT, HFEWE25RFHITYIHA RS a EEGENBEER

. . . Adjust the position of the offset
Click "X" to switchto "Y", click "Test", and start 9 R EBENNE
the test after the temperature reaches the

requirement. %licl‘gt\est
REXPRE"Y", 2 & MWK, FFREIEEREH 9 R
SR EEATI HATI

When adjusting the "Y" axis
JAEE“Y” 4B

’ El E2

: Offset forward  @EFEIREE

: Offset backward m/ERE

Adjust so that the two squares are vertically Save Settings
alignedinthe center. RIFIRE

HEERA S REEE .
@ clickback sEEE

@ select ok mE Il
22



Printing mode introductionTENiEX 42

Note: When printing different models, you must switch to the corresponding print mode first.
Otherwise, the two print heads will collide!!!
ARETITEN AR EWRREY, ARSI BN M A FTENE S, TN = SHA AN HTENLA5E! 1!

l.Introduction to print mode
FTEMRXN A

System Print mode

Print

Full control mode FE2EFIEN
In this mode, monochrome models are usually printed, the default print WEX T, BEITENR AR, BINTENRREL, ITENMRE KX BT F R g E R T0R
c headisEl,andthe print modeis determined by the setting mode of the Eo
;uggt%l slicing software.
uTo Automatic docking mode (Double head, two in one) BrpfEFEER (W 2inl)
'3 Inthismode, E1 and E2 print heads print the same model. When printing TR T, EIFIE2FTENKFTENR — MER, FTEN B ELAY, HFUEF IR,
AutoPark atwo-colormodel, this mode must be selected, otherwise two print BN H I MTENKREER SR,
BEh{ER heads will collide.
N Duplicate mode SHEK
IE Inthis mode, E1 and E2 use the middle of the printing platform as the MR, EIFIE2LUTENE SRl A 5 Rk, ITENEAERMIEE,
- dividing line, and printthe same model on the left and right.
Duplicate
=11
>|4 Mirror mode REER
Inthis mode, E1 and E2 take the middle of the printing platform as the FEHERT, EIME2LUTENE S RE A D RE, HTENEA NIRGHRE,
Mirror dividing line, and print the left and right mirrored models
fatd

23



Print mode size description #TENEX R~ it HA

¢ = NormalQualy-0amm  £2 208 KLOM OF 4

| B %! =.‘
| gl M-
= I T Sl Sl D I}
= %
o e H
==l R
I 8 7
} ]
i HHp R
T :'I, ,t
P EEEEEEE .
T | fulula]s(slls[s] i
W s | T [N /
B i 5 e |-I\ Gl sEEE=ry

[] Single-head and double-head printing range
BIKITENEE

! Theprintingrange of duplication mode and mirror mode
EFERXMIRERELNITEER

1.Single-head printing: 255*255*260mm
2.Double-head printing: 255*255*260mm
3. Duplicate mode: 120*255*260mm

4. Mirror mode: 100*255*260mm

5. When copying and mirroring printing, the model can only be

positioned on the left half of the platform (as shown on the left)

1 B 3LFTEN:255%255*260mm
2 WEKENRY :255%255*260mm
3. EHIE:120%255*260mm
4. H/ET:100%255%260mm

5. ERIFREITENDY, A REEMAE T ANEFE D WEEFMR)

24



Print test TENiE

Thumbdrive print
URFTED

The metalside of
TF cardisinserted
upwards

EEE#AL

25

1. Both the thumbdrive and TF card can read the printed
contentand keep reading at the same time;

2.Wheninserting the memory card into the card slot of the
desktop, make sure that the metal surfaceis facingup,and do
not use too much force, which may cause the risk of damaging
the TF card or the card slot of the motherboard;

3.Ifthe contents on the memory card cannot be read, please
use FAT32 format, restart the machine and try again;

4.The printeris compatible with other memory cards of the
same size;

5.Savethe datato be printedin the root directory of the
memory card. Do not save other folders or files in the memory
card. Itis better to name the G- CODE file name with anumber.

1L UEMTFRERNREITENAR, B X FEIEE;

LRAERBAREFER, BREEES L, FERNIE, FER
F TR T RFAERXE;

JVIREEZEMAFE R LWRE, BERA FAT2BAKGE, ERVES
i

AFTENNRBHMRAKNRITBIRETR;

SREHONNBBEREFEIAFEFRERT, FTEEREFRHREFREM
XHRH XM, HERIFBHFHS G-CODE XHFR,



Print test $TEDN it

1. "FullCtrl" mode test (Single color printing)
‘SRl EIUN I (R B ITE)

Mode

OROED

AutoPark  Duplicate Kirror

Click "System" Click "Mode" Click "Full Control" Back to the main page,Click "Print"
RERFE” s R AT T IR [B] & D@, iE#E FTEN”

o

Selectthe "Gemini XSEN" folder Select "Single color - gcode data" Selectone of the models

Y42 “Gemini XS EN” X #3€ ##%“Single color - gcode data” - S AL
Y593 E o — MER AR HTED

26



Print test $TEDN it

2. "AutoPark" mode test (Two-color printing)
“‘BnhEE E R (REITED)

Duplicate

Click "System" Click "Mode" Click "AutoPark" Back to the main page, Click "Print"
RERFE” s R RE‘BoEE IR [B] & D@, iE#E FTEN”

o

Selectthe "Gemini XSEN" folder Select "Two-color_gcode data" Select one of the models

Y42 “Gemini XS EN” X #3€ ¥:#% “Two-color_gcode data” i artprinting
Y593 E o — MER AR HTED

27



Print test $TEDN it

3. "Duplicate" mode test (Copy model Printing)
“SHEI7EXNE(ZHFTED)

Syaten TRONXY Mods

”‘\ aE % ’,/—\ o
i) ® &) (®)

=

(C)
S -
E Offs=t

Click "System" Click "Mode" Click "Duplicate" Back to the main page,Click "Print"
RERFE” s R EEEHER IR [B] & D@, iE#E FTEN”

il

Selectthe "Gemini XS EN" folder
R “Gemini XS EN" X%

Select "Copy model_gcode data" Selectone of the models

#%#%E “Copy model_gcode data” ., tostartprinting
BEEREP—MREFFIAFTED

28



Print test $TEDN it

4. "Mirror" mode test (Mirror model printing)
“EEHE7ENNIX(RERITED)

”‘\ {/—\ P — o, -
ONO), ® & @

S

Tnfo Langnage tauilt PullCtrl  AutoPark  Duplicate

=

©) (E)

S’ b S’
E Offset

Click "System" Click "Mode" Click "Mirror" Back to the main page,Click "Print"
RERFE” s R EERHER IR [B] & D@, iE#E FTEN”

o

Selectthe "Gemini XSEN" folder Select "Mirror model_gcode data" Select one of the models

SR “Gemini XS EN” ST 5 #E3% “Mirror model_gcode data” ., tostartprinting
HERH RN ERFFIEITED

29



Print test $TEDN it

Possible situations and solutions when extruding consumables

Bt L FEM BY BT BB L LAY 1B 5 DA R R IR B 700

Nozzle Filament
I35 M

|

The distance between the hot bed and the nozzle is too
close, you need to adjust the Z compensation, press the
arrow 1in the figure to compensate the difference.

ARSBIBEBE K, FEFEZAM, REPEKIMEZEE,
ITRONXY
9 X:0.0
# 0/0
(M 0:0

Nozzle .
— Filament

¥

The distance between the hot bed and the nozzle is too far,
you need to adjust the Z compensation, press the arrow 2

in the figure to compensate the difference.

ARSRIEERTIE, FHEZAMR, RERER2MEZEE,

N:)Zqule Filament
by o+
}

Proper nozzle height
Good extrusion and adhesion

RENEESERFHNFHMED

30



Slice software installation steps 1/ #E =g E

1. Install "Ultimaker_Cura-amd64", double-click to install 1. 2% “Ultimaker_Cura-amd64”, WHELZEN 4, BRI R RES

thesoftware, follow the prompts to complete the installation steps. -3

2.Add a printer and setitup according to the figure below. 2 iRIB TN ERINTEN N H#ITIRE,

® Gemini S

= Normal Quality-02mm 5 20% &l Off % Off #
Tromey XI-3 {

x |

Profile Normal Quality

Q search settiny

= Quality
Layer Height &
£ shell

£ Infill
Il material
& Speed
= Travel

% Cooling

L support

Generate Support &

4 Build Plate Adhesion !
& Dual Extrusion !

C A AAAAA
—_—

—

=
— < Recommended

e ==
T o
e o o e e o e

©settings —» @ Printer —» @ Add printer
®E FTENM HrIBFTENH]

31



Slice software installation steps 1/ #E =g E

(3 Add Printer

Add a printer

Add a networked printer

Add a non-networked printer

V' Custom
5 @ Custom FFF printer
) Smoothie Custarm Prmter

101Hero

3Dator GmbH
3DMaker

3DTech

ABAX 3d Technologies
Alfawise

Anet

Anycubic

Artillery

Ateam Ventures Co. Ltd.
ATMAT sp.zo.0.
BeamUp
BEEVERYCREATIVE
BFB

oroA

Custom FFF printer

Manufacturer Custom
Profile authar Lltimaker

(6]

@ Add anon-networked printer —» @ Select "Custom FFF printer"
RN B BXFTENHL

WEiE B E T

—» @Enter Gemini XS —» @ Click "Add"

BN Gemini XS A A

32



Slice software installation steps 1/ #E =g E

33

Gemini XS

Printer

Printer Settings
X (Width)

Y (Depth)

Z [Height)

Build plate shape
Origin at center
Heated bed

Heated build volume

G-code flavar
Start G-code

G28 ;Home

Machine Settings

Extruder 1

o——

255 mm
255 mm
260 mm

Rectangular v

Marlin hd

Printhead Settings
X.min

¥ min

X man

Y max

Gantry Height

Mumber of Extruders

End G-code

M104 50
M140 50

rRetract the filament

G92 E1

1w 1 maan

Extruder 2

-20 mm
-10 mm
10 mm
10 mm
70 mm

o2

© set the size of the printing platform, check "Heated bed" —» © setthe "Number of Extruders" to "2"
REITENF B RT, @ik “MHREK"

FriskigER 27

—» @M cClick"Next"
st T8




Slice software installation steps 1/ #E =g E

3 Add Printer X (3 add Printer

m Machine Settings Machine Settings

Gemini XS

Gemini XS

Printer Extruder 1 Extruder 2 Printer Extruder 1 Extruder 2

jozzle Settings Nozzle Settings

Nozzle size 04

Nozzle size 04 mm

Compatible material diameter 175 Compatible material dismeter | 1.75

ks T Nozzle offset X 0
Nozzle offset Y 0 Nozzle offset ¥ ]
Caoling Fan Number 0 Cooling Fan Number 1
Extruder Start G-code Extruder End G-code Extruder Start G-code Extruder End G-code

[5)

@ Select "Extruder 1" —» @ "Nozzlesize"is 0.4, "Compatible material diameter" ischanged to 1.75
%4 “Extruder 1” “IBRIEFLIE" 0.4, “RENME ER AENLTS

—> @ Select "Extruder2" —» @ "Nozzle Aperture" is 0.4, "Compatible Material Diameter" is 1.75, "Cooling Fan Number"is 1
EHFE“Extruder2” ‘BIEFLIR” 0.4, “REBMMEIERZ1.75, RHANBHE"E1L

—» @ Click"Next"
ek



Slice software installation steps 1/ #E =g E

Ultimaker Cura PREVIEW MONITOR [ Marketplace | [sign

el

Generic PLA

Generic PLA < ] = Draft mm BH2om gloff =+ on s,

4 Gemini Xs ¢ [0

Print settings x

Profile @ Draft v

Extra Fine - 0.06 mm

Fine- 0.1 mm

Mormal - 0.15 mm

= Quali

Draft - 0.2 mm

=)

Layer Hei |

Initial Layp Extra Fast - 0.3 mm

Line wWidtl
It shell
Wall Thickni

Coarse - 0.4 mm

Extra Coarse - 0.6 mm

Wall Line
Top/Bottom
Tap Thick
Top La
Manage Profiles... Ctrl+
Bottom Trvermess wo l
Bottom Layers 4
Outer Wall Inset 0 mm

Compensate Wall Overlaps ~

Fill Gaps Between Walls Everywhere ol

@ Open the settings panel @Select "Draft-0.2mm"
IR EER % “Draft-0.2mm”
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Slice software installation steps 1/ # 8 =2ig

B

Openthe hidden parameters as shown in the figure below
WM BRI RN S

= Quality

Layer Height & |02 mim
Initial Layer Height & (03 mm
Line Width 0.4 mm
v
[ Preferences X
General . 5ot oe) s
Setting Visibility
Frinters B Check a1l Custom selr =
Materials
Frofiles | «®gaality -
¥ Layer Height
W | Initial Layer Height
¥ Line #idth
Wall Line %idth
outer Wall Line width
Inner Well(s) Line Width
Tops/Eottom Line Width
Infill Line Width
Skirt/Brim Line Width
© Support Line Width
@  Support Imterface Line Width
©  Support Roof Line ®idth
©  Swport Floor Line #idth
@ Prime Tower Line ¥idth
Tnitial Layer Line Width
~[15hell -
Tefaults Close
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Slice software installation steps 1/ #E =g E

Setthe printing parameters as shown in the figure NEFRRIEEITENS

= Draft - 0.2mm Fi20 WlOfF +o0fF #| ' |= Draft-02mm FA 20% gE =%
Print settings ®| | fIERRE
fishie ikini ® v E FRE i Draft *
1 2 | 1 -
Q) search settings = | . . -
! Qaisies =
=  Quality v | =
Layer Height # |02 mm ! = RE i
Initial Layer Height & |02 mm : Es & 0.2 bl
Line Width 04 mm ! EIEES & |02 mm
It shell v E EETEE 0.4 mim
Wall Thickness 0.8 mm I L dhas v
Wall Line Count 2 ! BEE 0.8 mm
Top/Bottom Thickness 08 mm | BEELETH 2
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Slice software installation steps 1/ #E =g E

% Shell
Wall Thickness
Wall Line Count
Top/Bottom Thickness
Top Thickness
Bottom Thickness
Cuter Wall Inset
Compensate Wall Overlaps
Fill Gaps Between Walls
Print Thin Walls
Horizontal Expansion
Z 5eam Alignment
5kin Overlap Percentage
eA  Infill
Infill Density
Infill Pattern
[l material

0.8 nn
2

0.8 nm
0.8 i
0.8 nm
0 -

Everywhere b

D i
Sharpest Carn...™
5 =

o
20
Grid bl
W

0o v

EE 08 mm
EETELEA 2

=/ EERE 0.8 mm
== 08 mm
FEEE 08 mm

ShEERE 0 mm

MBS v

IE7Es s [Efy EEHER v

FIEEREE

KRR 0 mm

Z g gz v

EHEEE T 5

SN E v

BREE 20

7R Pedti v
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Slice software installation steps 1/ #E =g E

Il material
Printing Temperature
Flow

Wall Flow

Topfﬂotto m Flow

-~

) Speed
Print Speed
Infill 5peed
Wall 5peed
Top/Bottom Speed
Travel Speed
Initial Layer Speed
= Travel
Enable Retraction
Retraction Distance
Retraction Speed

Retraction Minimum Travel

200
100
100
100

]
60
300
30.0
20
300

39

A HEF#R ~
BREE 20
aREE g v
Il 4 v
FIEEE 200
e 100
EmE 100
Er RS 100
“ HEE v
FIEMEE 60 mmy/
BREE 60 mmy/
BE (&) 30.0 mm/
EE (TR /RS 30.0 mmy/
EWEE &0 mmy/
EIREEE 30.0 M/
T & v




Slice software installation steps 1/ # 8 =2ig

= Travel

Enable Retraction
Retraction Distance
Retraction Speed
Retraction Minimum Travel
Z Hop When Retracted
i Cooling
Enable Print Cooling
Fan Speed

Minimum Layer Time
L. Support
Generate Support

== Build Plate Adhesion

Build Plate Adhesion Type
R Dual Extrusion

qb

& ) | None

= B

BRI [l

[l e

[ElHiEE

G}z = gReat )

[ElihAT Z daFH

O£

FEHELAE

FIEEE

RERESHAE

CA % : 3

i &#
= {ENEaHE

T F S EEE £
k REHD

&0
0.8
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The slicing method of the 4 printing modes Wi TENE I A 75 7%

SANEMRE, EEREP, BEFEITEKRITEN R &RE, AR S EHY)
FENE I tHG-codeX ff, R/FEFFTENH L B9 “Seizhl” M FF 18

Importasingle model, the modelis centered, select print

slice to output the G-codefile, and finally select the "Full
Control" mode onthe printerto start printing.

head 1to printthe monochrome model, and then click the
FTENs

=i ! I I

FullCtrl
SEeEH
| | | |
. Center Selacted Madel || I|
Delete Selected Model Del II I|I
y Multiply Selected Model Ctr1+M |l |I
A Frint Selected Model With: 1
Flende 10PTn Cerlt b
m Extruder 2: FLA - empty Ctrlts 1
Select ALL Models Chrl+h I
F hrrange A1l Models Ctrl+R '
4 Clear Build Flate Crl+D T
o Reload A11 Madels FS |
: Reset A1l Model Fositions I|
i Feset A1l Model Transformations iI
oy 1 Group Models Cirlt; Ii
| Herze Models Ctrl+alt+G |
b [ neroup Models Cteltshierrs |0 1|'"_
1 I

Import model
SAER

41
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bt I



The slicing method of the 4 printing modes Wi TENE I A 75 7%

1.
AUTO,

&P

AutoPark 3

B EE

Import two associated STL models (mergeable);

Pressthe left mouse button to select the model on the left, then
presstheright mouse button, and select "Extruder 1:PLA - empty"
from the pop-up options;

Press the left mouse button to select the model on theright, then
presstheright mouse button, and select "Extruder 2 :PLA-empty"
from the pop-up options;

. Pressand hold the "Shift" key on the keyboard, press the left

mouse button to selectall models, then press the right mouse
button, and select "Merge Models" from the pop-up options;

. Finally, click the slice to output the G-code file, and select the

"auto-dock" mode on the printerto print.

LSNP MAXEKISTUEE (AT &H);

2 REARAERERANEE, BIREAAAE, MR AR HIEE
“Extruder 1:PLA-empty”;

JEREAAAREPAUEE, BIREAAAE, MR HAETHIEE
“Extruder2:PLA-empty”;

AREREShif" BRR, REAALREPLHEL, BRRETARE,
M BRI AIEE “Merge Models”;

S RESETI A BRI HG-codeX i, EFITENH LW “B a5
RIITEN,
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The slicing method of the 4 printing modes M #TENEX BN 5 75 7%

B

Select A11 Models

Foload 411 Madal

Center Selected Model
Delate Selected Model
Multiply Selected Model

Extruder 2: FLA - snply

hrrange ALl Models
Clear Build Flate

Print Selected Model With:

Del
Cirl+h

Cirltz

Ctrlth
Ctrl1tR
CtrltD

ES.

2

=

sa!
—
s

v

Conter Selected Models
Dalate Salacted Modsls
Bultiply Selected Models
Print Selected Modals With
Extruder 1: PLA - anpty
Extruder 2° PLA - empty
Salact All Modsls
Arrange A1l Models
Clear Build Flate
Reload All Hodels
Reset A1l Model Positions
Reset All Model Transformations

Group Models

Dal
CLrlth

Ctrltl
Ctrlt2
Cirl+a
Ctr14R
Ctrl+D
5

Cirl+G

Center Selected Modsl
Delets Selected Modsl
Pultiply Selected Model
Frint Selacted Madel Hith
Extruder 10 FLA - smpty

Select AlL Medsls
hrrange AL Models

Clear Fuild Flate
Reload A1l Models
Reszet 411 Model Fositionz

Ctrl

Ctrl

Ctrld

Cirld
Ctrl

Lov) $Shi Fos

Mrreour Mods
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The slicing method of the 4 printing modes Wi TENE I A 75 7%

2]

Duplicate
=1

1.Importasingle modeland place the model to the left of the

middle line;

2. Click ontheslice to output the G-code file, select "Duplicate"
mode on the printer (the printing effectis shown in the figure).

S e o B 3

o

=

g

LSNBEMER ERR B &AL,
2. RETIF BRI G-code XX, SR FTENH L 9 E HIR 0 GTENZL SR 40
BE)o

TronxXy Uronxy

2
(Simulation printing effect diagram)
(RIAFTENR R E)
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The slicing method of the 4 printing modes Wi TENE I A 75 7%

line;

Mirror
H&

1.Importasingle modeland place the model to the left of the middle

> 4 2. Click ontheslice to output the G-code file, select "Mirror "mode
onthe printer (the printing effectis shown in the figure).

LSNBEMER ERR B &AL,
2. RETIF BRI G-codeXX fF, EFFTENH L B9 SR AR (GTENRL SR 40

o

1
=

R e

S
‘ 1

SR S e e

Tronxy VXA

45

2
(Simulation printing effect diagram)
(RIAFTENR R E)




Failure cause analysis #[EFERE 27

: 1. Machine cannot start 1. NMEEXERBE
1) Check the power line and other wires are connected well or 1) ERREMEMBERTERT.
! not. 2) HBEHBREREHA YA, :
2) Check whetherthe supply voltage suits the local standard. JRERBABRISEHRIF, RITEIR,
; 3) Check whether the screen or power supply isdamaged and 4) MEBEE SRR, :

replaceitintime.
P 5) I B SRR L4 R T AR

4) Check ifthe wires are damaged or broken.

+ 5) Check whether the power fuseis burntout.

1 2. The contents of the TF card cannot be read 2.EEERMTFEAR E
1) Check the card readerifitis good. 1) EIRFBEE T,
2) Ifthe computercan’ tread the TF card, please formatitand try 2) MR BT ERINTFF, B vEER.
| again. 3) 1B TFRREEBIEN. :
3) Check whether the TF card isinserted correctly. ) XHEABELETY, BERS. !
4) Thefilename has anillegal character, please renameiit. 5) EEHIRIFE TF EHE i,

5) Pleasereplace the damaged TF card and try again.

46



Failure cause analysis #[EFERE 27

3.If the print head does not squeeze enough

filamentor can’ tsqueeze any filament.

1) Check whether the print head temperature reach 200 °C above
(PLA), led to filament cannot squeeze, waiting for the
temperaturerisesto the set target.

2) Check whether the filaments are knotted, which leads to
unsmooth feeding.

3) Check whether the filaments or pipes are not inserted in place,
resultingin the failure of feeding.

4) Check whetherthe temperature of the print head is too high,
which leads to excessive softness of filaments and can't be
extruded normally.

5) Check whether the diameter of filaments is consistent with
the diameter setintheslicing software, so that the amount of
extrusion filamentsis not enough.

6) Check whether the consumables are blocked by dirt or nozzle
blocked during extrusion.

7) Replace with better quality filaments.

3. MNRATENSKG B HTE R BREM T EF EEAFEM.

DHREITERRERTIATI200°CLLE (PLA), SBUTLTEFE, FF
BEAZEIREBT.

DRERLRTITE, SBUERTT,.
BN LREERT RGN, SBUEHKK.
AHRBIKREERDTIE, SHEME TR, TREBH .

SIMERKLEREDSRREFIRENER B, URFFHKLHE
T,

6) I EFEM B TR ATYEE BT H I BIEEE,
7) BB BTN L,

4. If thefirst layer upwarp
1) Checkifthe hot bed has been leveled well.
2) Check the surface of the hot bed for dirt.

3) Check whether the distance between the nozzle and the
platformistoo high, resultingin insufficient adhesive force.

4) Check the hotbed for adequate temperature.

5) Check thefirst layer of the slicing software to seeifitis
printing too fast.

4. MNMRE—F
1) RERKRES FE,

Q) RERRRERSHE ISR
JNREBESFAZENEBSERE AR, X
4 KRERAKREEERBIEE.
SKRBETRRENE—R, BERARITEIRMRT,

WMENTR.



Failure cause analysis #[EFERE 27

5. The modelis not easy to take off

' 1) Tryto heat the hot bed to 50-70 °C take off it by the shovel .
2) Itisrecommended to buy TRONXY magnetic stickers.

6.Can’ theatitup

2) Check that the slice software has set the target temperature.
3) Check whether the thermistor wire falls off.

1) Check the heating rod and thermistor for poor contact or damage.

5.8 Z R

1) 2RBAKIMAE 50-70 °C AFFRHER T,

2) I ETRONXYRE MG

6. FBEMNA

1) e EMAENAHBARTERR RFHIF,
) EYRRGRBRET B EE.

) MERBEELE

EED

' 7. Motor out of step
1) Checkthetightnessofthe belt, whether the pulleyis not locked.
2) Checkthe currentvoltage.

3) Check X/Y/Z axis motionis smooth.
4) Printspeed too fast.

5) Environmenttemp too high.

6) Need flash the firmware.

7.BHES
1) EERENE, BHF
2) ELHIBE,
3) K& X/Y/Z iEsh2
4) FTENRE AR,
5) MR RETS.
)

6) FERIE o

CRERE.

ES it

48



Failure cause analysis #[EFERE 27

8.Abnormal motor noise or vibration 8. B R B2 T kN
1) Check whetherthe motorlineisin bad contact, loose or 1) REBNESTIEMAR. MBI IERE,
E wrong connection. 2) BB .
2) Motortemperatureistoo high. 3) BB AR ERIT,
3) Check whetherthe motoris damaged. 4) RIE .
4) Flash the firmware. 5)4TEN AL &,
' 5) Theprinting load is too heavy. !
: 9. Model dislocation and fault 9. IRESEU S HIE :
1) Nozzle feeding not smoothly, please clean the nozzle or 1) BEH R RN, 7575 & 1R S IR A
replace the nozzle. 2) BTN e,
2) Check thatif the printing speed is too fast. N ITLERE, EERIITL,
3) The quality of filamentsis poor, please replace with new
+ filaments. '
10. Abnormal sound and vibration of filaments 10. T £ 7 H A S MHREHIXF B
- feeding motor :
1) Please check whether the nozzle is blocked. 1) BRERERSEE,
2) The nozzle feedingis not smooth, please clean the nozzle. 2) BUE LR I , 1575 S R
3) Whether the software Settings are incorrect. ) RMHIRBERTHIR.
4) Check whether the motor does not work. 4) EBRNETF I,
: 5) Check the motor working or not or feeding gear is not working . S)HEBNEETERNEMERATHE,



Failure cause analysis #[EFERE 27

11. Screenrelated questions

1) Noscreen/blue screen, please restart or check whether the
cableispluggedin.

2) Touch screen malfunction, check whether the screws are
installed too tight.

3) Garbled/splash screen, static, ground connection or restart.

11. REHExm&A

1) ER/ER, BERFIRNEMERTIET.
2) IR RS, KEBRLERRETE,
3) ELEB/IN R BRI E R,

: 12. Motherboard related issues

1) The wiringis notresponding. Please check the wiring
installation.

2) Automatic shutdown restart, may be abnormal firmware or
module of “resume print after power failure” damaged.

3) Lack of heat dissipation, please lower the ambient
temperature.

4) No response due to motherboard damage.

12. R XA E
1) BEERE, BREELRE.
2) BENXAER, FTAER S MBI 2 U BB R HTED BARIASR
3) AT R, B ERTRE.

4) EARIA TR L

13. Unable to connect to printer

1) Check thatthedriveris notinstalled or properly installed.

2) The serial port was not selected correctly.

+ 3) The software parameters do not match.

1) RERDEFEEREEHERRE,
2) BB OEFERIER.
3) M SRR LTE,
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If you have any usage problems, you can directly contact the manufacturer to
master the machine's first-hand information, advanced gameplay, and user
communication, allinthe GEMINI S Facebook user group, scanitand join us!

BERRRAAEREKR R, ZEVNBHNE—FHH,
BHMBUE, AP 3M, REGEMINIXSE B A A A, H—1 IARK{1E!






Due to the differences between different machine models, the physical objects and the finalimages can differ.
The finalexplanation rights shall be reserved by Shenzhen Tronxy Technology Co., Ltd.

EESRNERE, SN SETEBMER, BUAKRY S, RLBRENTRNT I ETEHRBERQBME,

TRONXY

[n’ce“igent print for you

A E TR AERAE

SHENZHEN TRONXY TECHNOLOGY CO.,LTD

Wk www.tronxy.com
Official Website: WWW.TRONXY.COM

HE#E :support@tronxy.com
Aftersale Email: support@tronxy.com

Hak SR N X BT EE AT R KRR E23S
ADD: 23 Baoya Road, Danzhutou Community, Nanwan Street, Longgang District, Shenzhen (518100) China

CEFEC @ &5 &
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