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Thank you for choosing MINGDA Technology!

To ensure the best user experience, please read this manual carefully and follow the instructions
to operate your printer correctly.

If you encounter any issues related to the printer, please refer to the contact information provided
at the end of this manual. Our team is always ready to provide you with professional and timely
support.

To enhance your usage of our product, you can also learn how to use the printer through the
following means:

1. User Manual: Relevant instructions and videos can be found on the included USB drive.

2. You can also visit our official website (www.3dmingda.com) for information on software,
hardware, contact details, device instructions, device specifications, and warranty information,

among other things.

Precautions

1. Do not place the printer in environments with excessive vibration or unstable surfaces, as this may affect
print quality due to machine shaking.

2. Avoid touching the nozzle or heated bed while the printer is operating, to prevent burns or personal injury
caused by high temperatures.

3. Do not move the printer during the printing process, as this may cause accidents or injury.

4. Do not disassemble the printer or modify its electrical circuits without authorization.

5. Avoid using the printer in high-temperature or high-humidity environments, which may affect its
performance or pose safety risks.

6. In case of emergency, immediately stop using the printer and disconnect the power supply.
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1. Overview
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This manual provides basic instructions for operating and maintaining your 3D printer.
Follow the guidelines to ensure safe use, stable performance, and high print quality.

Thank you for choosing our product!

2. Device Introduction

Device Parameters

Specifications

Product model
Machine dimensions
Max. build dimensions
Technical principle
Layer thickness
Printing nozzle
Number of trays
Filament diameter
Printing speed
Nozzle diameter
Leveling method
Filament types
Nozzle temperature
Hot bed temperature
Intelligent design
Maximum power
Firmware
Data connection
Build Plate

Filament tray design

Moving speed

Safety design

AD-F4
1110*1730*515mm
1200*800*100mm
FDM (Fused Deposition Modeling)
0.2-0.42mm
4 in 1 out
4 (Max 1KG/Pcs)

1.75mm

0.4mm nozzle: Max.300mm/s (Recommended 200mm/s)
0.6mm nozzle: Max.150mm/s (Recommended 120mm/s)

0.6mm (optional: 0.4mm, 0.8mm )
Gravity-sensing auto-leveling
PLA, Ad-PETG, PDS
Max 350 °C
Max 60 °C
Filament run-out detection, Power-off resume printing
220V/2700W
Klipper
USB
Tempered Glass Platform

Folding filaments tray

Max XY 500mm/s,Max.Z 15mm/s

Warning light, Emergency stop button
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Packing list

Tool list

F

(1.5/2.0125/3.0/40)

U disk Allen wrench Antenna Dongle
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Product Details

8. Atanna

7. Emergency button

™ 6. Power on button

1. Indicator Light

2. Toolhead
3. Build plate

5. TouchScreen

4. Usb Port

13. Filament CutterBlade Stopper

12. Filament Leakage Hole

11. Nozzle Scraping Metal Plate

10. Nozzle Wiping Silicone Pad

9. Bed Leveling Retract Stopper

14.Camera
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Product Details

23.Filament Detection Indicator Light 0

24.Filament Detection Indicator Light 1
25.Filament Detection Indicator Light 2
26.Filament Detection Indicator Light 3

15.Unload button
16.Unload button
17.Unload button
18.Unload button

w N 2o

19.Filament Spool Holder 0 —— +—— 22.Filament Spool Holder 3

20.Filament Spool Holder 1 21.Filament Spool Holder 2

27.Air Switch

28.Ethernet Port
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3.0perating Instructions

1. Removing the Fixing Device

Then, push the extruder to the left. Finally, remove the last screw of the fixing device.

2. Install the Filament Holder

Make sure the filament holder is installed facing outward to ensure proper material
feeding and smooth operation.
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MINGDA

3. Install the PTFE Feeding Tube

Instructions:
Insert the PTFE feeding tube one by one. Keep the tube straight during insertion to avoid bending or twisting.

Installation Confirmation:
The tube is properly installed when it cannot be pushed in further. A slight upward pull should not remove it,

indicating the installation is complete.

4. Secure the Material Tray

Raise the tray from the bottom and firmly fix it in position.

5. Install the Antenna

\ﬁ o

5
= /)-
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6. Plugin the Power Socket

Release the emergency stop
switch, then press the power
button

8. Power off

When turning off the printer, do not press the power button directly.
POWER

Instead, please click “Shutdown” on the display to properly turn off the printer.

$30° = 320 MINGDA 1P:192.168.251.121 300 w320 MINGDA | General 1P:192.168.251.121
Temp(°C)

& Extruder 30 g B 1
Preheat =
—

Emergency Stop Restart Screen

= Heater bed L

Extrude Calibrate

O C

Shutdown Restart

Click shut down to turn off the printer



9. Printing Startup

Select Language

F30° 320 MINGDA | Choose Language

Skip All Choose a language

Dansk

Deutsch

Deutsch(Formal)

English

IP:192.168.251.121

Shenzhen MINGDA Technology Co.,LTD
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MINGDA

Click B to select the language, then click lEl to proceed to

the next step.

$30° = 32°

- (]
—

MD-Test_2.4G ( Connected )

Hostname: MINGDA

1Pv4 : 192.168.251.121

IPv6 : fd00:68dd:b73c:3ec:72bc:2f84:8853:f64c
AES WPA-PSK 2.4GHz Channel 11 75 dBm

MINGDA | Print

ChinaNet-3Xhu

ChinaNet-tsEt

ER

Select and click [J(If theWiFi does not
appear within 20 seconds, please

click Refresh.

Start WiFi Link

Connecting to : MD-Test_2.4G
Preparing the connection to the network
Connecting to the requested network...
Authorizing

Once connected successfully,

click

IP:192.168.251.121

$30° = 32°

MINGDA | Network

PSK ssid

MINGDA | Print

——
MD-Test_2.4G ( Connected )
Hostname: MINGDA
IPvd : 192.168.251.121
IPV6 : fd00:68dd:b73c:3ec:72bc:2f84:8853:164c
AES WPA-PSK 2.4GHz Channel 1175 dBm

ChinaNet-3Xhu

ChinaNet-tsEt

ER

After connecting successfully, click Il

Note: If the printer cannot detect your WiFi, you can click Skip to bypass this step.
After completing the startup wizard, move the router closer to the printer and reconnect.

1P:192.168.251.121

Enter to go to the main interface.

Or click to continue without a

network connection needed.
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4. Operation Interface Overview

Main menu -
(0}

—1

MINGDA 1P:192.168.251.121
Temp(°C)

< . Extruder 30 ‘ n

Preheat

__

11

== Heater bed '

10

Extrude Calibrate

Oy

Settings

Primary interface Explain
Temperature Temperature display area.
IP Network IP address.
Move Adjust or home the position of the XYZ axis.
Preheat Pre-set nozzle & hotbed’s temperature.
Extrude To unload or load the filament.
m Calibrate Printer Calibration.
Settings Printer's basic setting.
m Print Start printing.
m Shutdown Shutdown, Restart, Emergency stop.
Homepage Return to the main menu.
Return Return to the previous page.




Extrude:

&30

<
:

Distance (mm)

@ © ©
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MINGDA

MINGDA | Extrude 1P:192.168.251.121

T2 T3

: 3
Multi-Material Box Perheat
——E—— E—

Speed (mm/s)

50 5

Secondary interface

Explain

[TO,T1,T2,T3]; Click to switch to the specified filament

01 Filament .
operation interface

02 Load Load filament

03 Unload Unload filament

Multi-Material Box

Enable multi extruder.

o

05 Preheat Pre-set nozzle & hotbed’s temperature
Distance Conflggre the filament loading length for each loading
operation.
07 Speed Set up loading or unloading speed
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Calibrate:

MINGDA | Calibrate IP:192.168.251.121

X EH +

Z Calibrate Leveling Input Shaper

Secondary interface Explain
Z Calibrate Calibrate the leveling sensor
Leveling Glass bed Auto-leveling
Input Shaper Enable vibration compensation

Note:
1. Z-calibrate and Auto-leveling must be performed after replacing
the nozzle, hotend, or removing/reinstalling the extruder.

2. Leveling: Before starting the leveling process, heat the bed to
60°C and wait for 20 minutes. This allows for thermal expansion of
the glass to stabilize, ensuring accurate leveling.

Printing Tip:

If the bed calibration temperature is set to 60°C. Before printing,
keep the bed temperature at 60°C and wait for 20 minutes to
ensure optimal first layer adhesion and print quality.



Settings:

$30° = 32°

)
0
Network
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MINGDA | Settings IP:192.168.251.121

* ® C

System

e

) Uy

Troubleshooting Feeding More

- e——— ———

Secondary interface Explain
Network Connect Wi-Fi
02 Fan Cooling fan adjustment
03 System Printer's system information
04 Update Firmware Update
Manual Manual

Troubleshooting

Troubleshooting

(]
($)}

07 Feeding Perform filament parameter settings.
Includes some basic settings such as time, language, screen
More timeout, notification sound toggle, and automatic shutdown after

printing completion.
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Printing Interface:

& 220° L 65° MINGDA | Printing 192.168.251.121

Udisk_sda1/ Test

0% o
Printing

220/220° 65/65 °

k 100% 30/30 mm/s Z :96.60
100% 3.6 mm¥/s 100% B: 100
Elapsed: Om

Left: 15m | 14: 24

1] " Yo

Puase Fine Tuning Settings
_

B 220° 4 65° MINGDA | Fine Tuning 192.168.251.121

‘ 220° w= 31° MINGDA | Print Control 1P:192.168.251.121

¢ 0.050mm & 100% 100%
— \—
Y (@) <] s
" "' Notifications Camera Fan
Z+ Speed +

|

Exclude Object

Figure 1 m Figure 2

Secondary interface Explain

Cancel Stop printing
Pause Pause printing

. . Adjust Z-offset, Printing Speed, Printing Flow
Fine Tuning [Please refer to Figure 1.]

Settings Basic setting, browse camera, adjust cooling fan, light and
& Exclude object. [Please refer to Figure 2.]
Stop Emergency stop
m Exclude Object When printing multiple models, you can cancel one of the

printing objects
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5. Printer calibration

300 e 320 MINGDA 1P:192.168.251.121 $30° = 32° MINGDA | Calibrate 1P:192.168.251.121
Temp(°C)

& Extruder 30 ﬂ 0 9 9

Preheat

S——
st
= Heater bed — @ "}'

Extrude Calibrate Z Calibrate Leveling Input Shaper

By

Settings

Z Calibrate Leveling Input Shaper

\— |

B

Z Calibrate > Leveling - Input Shaper > Calibrate PID

1. Z calibrate

MINGDA | Calibrate 1P:192.168.251.121 $30° = 32° MINGDA | Z Calibrate 1P:192.168.251.121

LY B8 +

Z Calibrate Leveling Input Shaper

Click “Start” . and the printer will move
by itself until it stops at the front position

300 - 320 MINGDA | Z Calibrate 1P:192.168.251.121

5 v

Raise Nozzle

14

—
» Lower Nozzle

Move Distance (mm)

B 5
Put An A4 paper between the nozzle and Adjust Q and Q to make the paper can
the platform be slightly scratched. After moving once, slide

the paper back and forth to check the tension.

Then click to confirm..

Note: Recalibration must be performed after replacing the nozzle, hotend, or
assembling/disassembling the extruder.
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2. Leveling

Note:
Make sure the Z calibrate is completed before starting the leveling process.
Before leveling, heat the bed to 60°C and wait for 20 minutes before proceeding.

$30° - 32° MINGDA | Calibrate 1P:192.168.251.121

o

i
Z Calibrate Leveling Input Shaper » |

Bt
Click “ Clibrate”
e

Save configuration?

Klipper will reboot

Click g to save the value, the

printer will reboot automatically.

Waiting for leveling to complete
(About 15 minutes)

Printing Tips:

1. Bed Leveling Frequency:

It is recommended to perform bed leveling every 20-25 print jobs. The Frequent removal
and repositioning of the glass bed can gradually lead to positional deviation. Timely
leveling ensures consistent print quality.

2. How to Determine if Leveling is Needed during printing:

Carefully observe the first layer when starting a new print. If there is a large gap between
the filament and the heated bed, poor adhesion, warping, curling, or uneven extrusion
(e.g., some areas too thick, others too thin, or broken lines), it indicates that bed leveling is
required.

3. Input Shaper

F30° == 32° MINGDA | Calibrate 1P:192.168.251.121 F30° 320 MINGDA | Input Shaper 1P:192.168.251.121

Auto Calibration

LA B8 +

Manual Calibration
1 printer.cig to save manual calibration changes

Z Calibrate Leveling Input Shaper

Click “Input Shaper” Click “Auto-calibrate” Save it after finishing



Shenzhen MINGDA Technology Co.,LTD
MING DA www.3dmingda.com

4. PID calibration

MINGDA | Preheat
Temp(°C)

‘ & Extruder 30

'24(]: - 320 MINGDA 1P:192.168.251.121

Temp(°C)

¢ I

# Extruder 30
Preheat & Extruder1

[ w=s Heater bed

™ == Heater bed ™
e = L] l’ o
Extrude Calibrate S sl 46/40

OO oMb Ay e s o

Settings

Click “Preheat”

MINGDA
Temp(°C)

MINGDA
Temp(°C)

& Extruder 30 & Extruder 30

== Heater bed == Heater bed

ﬂ Calibrate PID ﬂ Calibrate PID

Set at ”220°C” Click “Calibrate PID”

Initiate a PiD calibration for: extruder Save configuration?

@ 280 2ClIt may take more than 5 minutes depending on the heater power. Fimmware will reboot

Accept
——

Click ”Accept” Click “Save”

Note:

Before using the machine for the first time, it is essential to perform temperature
calibration.

The nozzle's compensation values must be adjusted according to different ambient
temperatures. Proper calibration ensures accurate and stable temperature control
during printing, thereby improving print quality.

Technical Key Points:

Repeat the PID temperature calibration process multiple times until the nozzle
temperature quickly stabilizes near the target value, with fluctuations within £2°C.
Since different 3D printing materials require different printing temperatures, it's
important to test the nozzle at typical temperatures for various materials after
calibration to ensure stable temperature control under different printing conditions.



6. Load Filament
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Place the filament onto the material tray.

1. For TO and T1, the feeding direction is clockwise; for T2 and T3, the feeding direction is

counterclockwise.

2. Insert the filament into the PTFE tube until you feel the extruder begin to pull the filament in,

then release it.

Note:

1. During filament loading, make sure the filament remains
taut. Loose filament may get caught in the gaps of the base
plate, causing jams or feeding issues.

2. After completing the loading process for TO, proceed with
T1, and so on in sequence

300 o 320 MINGDA 1P:192.168.251.121 1P:192.168.251.121

Temp(°C)

& Extruder 30 ‘}' n @ C
——

System Update

—

I %

= Heater bed

Calibrate

QQ Troubleshooting Feeding

Settings
N— \e—

Click “Settings” Click “Feeding”

$30° o 320 MINGDA 1P:192168.251.121
Temp(°C)

*

L J

@  wincoapLAT02400C)
Unload

Click the filament and Edit



4. Load filament

300 4w 320 MINGDA 1P:192.168.251.121

Temp(°C)

& Extruder n

Preheat

== Heater bed

Extrude Calibrate

-

Settings

Click temperature setting

'240c 4 32 MINGDA 1P:192.168.251.121
Temp(°C)

< & Extruder 30 u

Preheat

@ | = Heaterbed
L

Extrude Calibrate

Ry

Settings

Click “Extrude”

5. Multi Material box

1P:192.168.251.121

S

T3

8

Unload Multi-Material Box Perheat
B e —

Distance (mm) Speed (mm/s)

50 100 5

Click "Multi Material box" to print
with four colors.

Shenzhen MINGDA Technology Co.,LTD
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300 = 320 MINGDA 1P:192.168.251.121
Temp(°C)

& Extruder 30 n 1

4

ww Heater bed

7

} caiibrate PID

Enter the recommended temperature for the

filament, then click to save and back

ﬂ X 2no 200 MINGDA | Extrude 1P:192.168.251.121
TO ™

T2 T3

1+

- 8

Multi-Material Box Perheat

Distance (mm) Speed (mm/s)

50 100 5

Click on extruder ﬂ set the distance
100mm and the speed to 5, then click 2-3
times until the filament extrudes from the
nozzle.

W30° - 32° MINGDA | Extrude 1P:192.168.251.121

i)

- 8

Unload Multi-Material Box Perheat
a—— g

Distance (mm) Speed (mm/s)

25 50 100 5

Turn off the “Multi Material box” the
printer will use external filament.
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7. Start printing

After completing the machine setup, click "Print" and select a test
model to quickly start your first print.

MINGDA 1P:192.168.251.121

Temp(°C)

Preheat

190°8190° = 60° MINGDA | Print 1P:102.168.251.121

Name Date 0.4mm _PLA MINGDA AD-F4_1h10m.gcode

30

Extrude Calibrate

By

Settings Cancel

Click “Print”

B 220° o= 65° MINGDA | Printing 192.168.251.424 % 220° & 220° o= 65°  MINGDA | Fine Tuning

¢ 0.050mm < 100%

Udisk_sdat/ Test
Printi

- B5/65°

o
A % 3 n 4 z:9660
n F 100% 36mms #*  100% B: 100

O Elapsed: om

st

E Left: 15m|14:24

Settings.

R S

Select the distance at 0.02 and
increase the Z-offset E until the
line is smooth

Observe the first layer during printing  Click Fine-tuning

Tips:

The first layer very important

1. There are gaps between each lines, that means the Z-offset
need to be lower.

2. There are waves on the printing surface, that means the Z-
The final result after adjusting offset need to be higher

Printing Tips:
During printing, if the model is too close to or too far from the build plate, you can
use the fine-tuning function to adjust the nozzle height:

1. Tap "Fine Tune".

2. Select a tuning step of 0.02, then use Z+ (raise the nozzle) or Z- (lower the nozzle)
to adjust the height until the extrusion lines are evenly laid and properly aligned.

Proper fine-tuning helps achieve optimal first-layer adhesion and print quality.
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8. Resume printing

The AD-F4 features a resume printing function that allows you to effortlessly continue your

print job from the point where it was interrupted.

1. Resume printing after power off

& 220° &% 65° MINGDA | Printing 192168251121

60%) Udisk_sda1/ Test
Printing

& 220/220° 65/65 °

A *™ 100% 30130 mmis Z:96.60
# 100% 3.6mmvs 100% B: 100
© Elapsed: 0m

X Left: 15m|14: 24

Power loss recovery, is resume print?

Accept Cancel Emergency Stop I I
—— [VEETY ine Tuning &
The pop-up will show up after Waiting for the reume printing.
power back, click Accept to resume
print.

2. Resume printing after filament used off

MINGDA | Extrude 1P:192.168.251.121

\ e o o o L P .
- i Unload Multi-Material Box Perheat
T0 T1 | T2 | T3 —
s z % ? . . . . Distance (mm) Speed (mm/s)
NN 2 e . ememey  EMGSESR. .

Printing paused — yellow light
alarm activated

Please check which green After insert the filament, click Multi
light is off. For example T3 Material Box

$30° o 32 MINGDA | Extrude 1P:192.168.251.121

. ¢ ¢ ®

& 220° == 65° MINGDA | Printing 192.168.251.121

60% U(_il§k_sda1! Test
Printing

& 220/220° 65/65 °

k 1% 100% 30/30 mm/s Z:96.60
! 100% 3.6 mm/s 100% B: 100
© Elapsed: 0m

: 8
Unload Multi-Matéfial Box Perheat

—ie— “—
E Left: 15m|14:24

>

Resume Fine Tuning Settings
N

Distance (mm) Speed (mm/s)

50 100 5

Select T3 Wait for 30 seconds while the machine automatically

loads the filament.
Then click “Resume”u to continue printing.
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9. Unload the filament in the extruder

& 240° u 320 MINGDA 1P:192.168.251.121 F30° = 32° MINGDA | Extrude 1P:192.168.251.121
Temp(°C)

¢ ] @ @ Q@ Q

® Extruder
Preheat T2 T3

=~ Heater bed ‘ 8

']
[ ]
Load Unload Multi-Material Box Perheat

Extrude Calibrate
| S — —————  —

Distance (mm) Speed (mm/s)
= S
5

=
Print Settings 50 100

Click “Extrude”

The filament will be cut automatically The filament is fully unloaded from the printhead 15 seconds

after the cutter finishes.

10. Unload the filament in the tube

Before unloading, ensure the printhead is not using the filament.

If it is, tap “Unload” on the screen first.

-A green indicator light means the corresponding channel has filament available.

-If the light is off, the channel is empty.

-A red indicator light signals a filament error. Check the on-screen message for details, or try

unloading and reloading the filament to resolve the issue.

Y

TO T1 T2 13
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11. Slicing Software Installation and Usage

Installation:

Search "www.3dmingda.com/download" in any Broswer.

Download "MINGDA OrcaSlicer"

Configuration:

>

If you are the first time to use MingDa OrcaSlicer, you will
F enter the configuration wizard.

" MINGDA
OrcaSlicer

Printer Selection Select Filaments

[ove ey |

Filament type: Al E@PLA @PDS PETG PETG-HF

Clear all Vendor: Al MINGDASD
Clear all
MINGDA PDS
MINGDA PETG
- MINGDA PETG-HF
o 2 MINGDA PLA
BN
—_— ' MINGDA PLA-HF
MINGDA AD-F4 MD-A128 Marlin Magician X2
O 04mm nozzle O 0.4mm nozzle O 0.4mm nozzle
[ 0.6mm nozzle [0 0.6mm nozzle [ 0.6mm nozzle
0.8mm nozzle O 0.8mm nozzle [ 0.8mm nozzle
[ 1.0mm nozzle O 1.0mm nozzle O 1.0mm nozzle
O
——

Select MingDa AD-F4 0.8mm nozzle, Click ”Confirm”. Select the filament type.


http://www.3dmingda.com/download

MINGDA

Slicing Software Installation and Usage

03 Calibration

1

Shenzhen MINGDA Technology Co.,LTD
www.3dmingda.com

(ml & Prepare < Preview [#] Device Project
<
| H >
Printer iir
| ~ MINGDA AD-F4 0.8 nozzle 4 %
Bed type -~ Smooth High Temp Plate
flh Filament Flushing volumes & (= 3
(- Filament Flushing volumes i

System presets
MINGDA PETG
MINGDA PETG-HF

~ MINGDA PLA

Bl — viNcDA PLA

System presets
MINGDA PETG

o
&

GDAPETG-HE
~ MINGDA PLA
QINGDA PLA-HF

MINGDA PLA-HF

Add/Remove filament .. timaterial

Others

Layer height

Layer height 0.4

mm

Select the filament you want to print; you can select Advanced Mode to unlock more setting parameters.

AdWordCraft

Note: Before running the Adword slicer please insert the dongle on your computer

Click AD to run the Adword Craft slicer

Untitled

Drle B B 9 ¢
@ © Prepare [F Device B Project
<
>
printer =
~ MINGDA AD-F4 0.8 nozzle z %
Bedtype - Smooth High Temp Plate
{0 Filament i =
B - MNGDA PLA 7 [l ~MNGDA PLA 2]
~ MINGDA PLA [ Bl ~MINGDA PLA 7]

Advanced @ =%

BQa

< Process (D Osects
- 0.40mm Standard @AD-F4 (0.8 nozzle)

Quality Strength Speed Support Multimaterial Oth
[£ Layer height Lo}
Layer height
First layer height
= Line width
Default
First layer
Outer wall
Inner wall
Top surface
Sparse infill

Internal solid infill

Support
[Z] Seam

Seam position

- Nligned

Staggered inner seams

~  Sliceplate




With the dongle connected, AdWordCraft will run normally.

Shenzhen MINGDA Technology Co.,LTD
MING DA www.3dmingda.com

< 918 ya69 sodlai0. 637143

Objest  process

Graphic Elenent

Ta

1.00

5.00 om

5.00 mm

AR

0.00

thod O standard mode © Ou
Seale snd Botate

X 10

v 10w 3 1000% T

Botste| 0.00° =

Object  process

]

Error - 1.6.0-Alpha

If the encryption key is not found, insert the encryption key and try again.

X

Pl 2

Ta

b 1523 25 scoler0. 634285

Top ip
Sottam dp
Top Closed
Bottom cosed

wal thickness:

Creaton method O standardmade O Outine mode:
 Scale and Rotate:
x| 100mm 000% =

100.0% =
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Create text for printing

AdWordCraft - 163

file Edit View

Toal Hr_=.|p Open Image x
< ol [y v |0 »
=SS
E=anSE| o ) —
ﬁ-ﬁ
|
d
_ 20-MD.dd
ov
File name: | 20-MD.dxf V| Image Files (".svg ~.dxf) ~
Cancel
s (2] Text Edit - 1.6.3 ? ¥
Object process
Word
|Segu:-e Soript V|
Ttalie Bold
“Graphic Element
pr |
O [l A o
O - * Ta Cancel

You can import pre-designed vector files [.svg or .dxf] from the File menu or create designs directly using the
texttool Ta ,asshown inthe example above.
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1. After creating or importing a vector file, select the model and choose the Horizontal Mirror option. m

2. You can adjust parameters in the right panelo , including side border shape, height, bottom thickness, and wall
thickness.

3. After configuring the parameters, Create 9 the file to your computer.

Object  process

FAYCCTETEN FOUTUSY ATORTEVON AYTTUNTEL. AYVRURIOY. YTYUTIES ATVEVYONE. PRTUNTIN YUVETTON. AROOOTL

Model height; Setting of side shape and parameters;
[Select Straight Flange, Model height set to 40-60mm]} ~._

Set the top card slot: used to
secure the backing plate of

advertising text.

; The wall thickness of the model is set as a multiple

of the nozzle size.

For example, with a 0.8mm nozzle, the wall
thickness can be set to 1.6mm.

“Basic settings

2040 (2). def

Beral offset:

a11 thickness
eation method
port Botton Fanel

port Top Fanel

O O
O >
Basic ssttings
shape
shape Straight Flange
Model hei ght 30.00

A
o Ta

1.00 nn
5.00
1.00 o
0.00 nm
0.00

1.60 nm

O Standard node @ Outline mod

SLANE LRSS LANE ) AR LA 12

i
i
i h
L shape
I ~oo | chape Straight Flange
|- N
! Model height: 30.00
Bevel offset:
Top straight:
Bottom straight:
. clasp size 1L.00mm =
Top clip M =
E height: E.0O0 mm = width: 1.00 mm % g =
E\\ Top Closed 0.00mm =
l---::::.
i Bottom closed 0.00 mm =
i
wall thickness: 160 mnm =
- ’:,’I Creation methed () Standsrd mode @) Outline mode

Export Top Panel

/S Export Bottom Panel
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Import print file

OFle B ) *Untitled
2 Prepare £ Preview ] Device 1 Project
@ Printer o | UJ AD |
~ MINGDA AD-F4 0.8 nozzle
Bed type - Smooth High Temp Plate ©) Choose one or more files (3mf/step/stl/svg/obj/amf): 4
« B « ~ B »
{il0 Filament Flushing volumes | [+ (& hire
=~ M @
~ MINGDA PLA Z ~ MINGDA PLA Z
3~ MINGDA PLA Z ~ MINGDA PLA Z b ’
< Process (D Objects Advanced (B [E%3 MD.stl
- 0.40mm Standard @MINGDA (0.8 nozzle) =

Quality Strength Support Multimaterial Others

Layer height 2
Layer height 0.4 mm
First layer height 0.4 mm File name: 3 3mf, *stl, St
[Z] Seam | B Cancel
Seam position ~ Aligned i, =
v

O File

i}
%)

] © Prepare £ Preview [E Device Project Slice plate

Printer @

~ MINGDA AD-F4 0.8 nozzle

Bed type - Smooth High Temp Plate

(0 Filament Flushing volumes

- MnGDA PLA # < MINGDA PLA &
3 - MINGDA PLA [Z B ~ MINGDA PLA [Ed]
< Process (EERD Obiects Advanced ) Bt}

~ 0.40mm Standard @MINGDA (0.8 nozzle) i 5 )

Quality Strength Speed Support Multimaterial Oth..

"

Quter wall 105% mmor%

Inner wall 110% mmor%

Top surface 93.75% mmor %

Sparse infill 110% mmor%

Internal solid infill 105%  mmor%

Support 96% mm or %

[f] seam | :Sj:c:unnaggé T;;S;LS %60 mm

Seam position - Aligned \r’:‘airg\eé;‘égﬂs mm*

i ’

Adjust your model parameter.



Bottom Pattern Settings

M Fle [E ]

m =) Prepare <= Preview

=

@ Printer

& Process @D Cbjects

Quality] Strength

£t Walls
Wall loops

£ : Top/bottom shells

Top surface pattern

Omm Standard @MINGDA (0.8 no

Support  Multimaterial

{llh Filament ((Flushing volumes | ([ (=

Advanced (B

4

@Monotonic

o
—+
o
—

=[Hh

Fl

Ba

Sparse infill pattern

D= 0 layers
Top shell thickness 08 mm
Bottom surface pattern Monotonic
Bottom shell layers =0 layers
Bottom shell thickness 0 mm
Infill
S | 40 %

@Cross Hatch

Internal solid infill pattern

RYJMonotonic

Project

Quality
L Skirt
Skirt loops

Skirt height

YL Brim

L E

Support Multimaterial Others

Shenzhen MINGDA Technology Co.,LTD
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~  Slice plate

)|~ Outer brim o... I

Brim width

[# Special mode
Print sequence
Spiral vase

Fuzzy skin

Concentric
Rectilinear
Grid

@ Line

#A cubic

@ Triangles
Tri-hexagon
Eg‘j Gyroid

[.Tﬂ Honeycomb

“ Cross Hatch

Auto

Mouse ear

« Quter brim only

Inner brim only

Quter and inner bri

No-brim

@ Adaptive Cubic
Aligned Rectilinear
% 3D Honeycomb

(3 Hilbert Curve

@ Archimedean Chords
% Octagram Spiral
Support Cubic

[ Lightning

1. Click “Strength”;

2. Set Top Shell Layers and Bottom Shell Layers to 0 to prevent the top and bottom shells from affecting the bottom pattern.

3. In the Infill section, set the Sparse Infill Density to 40% (the density can be adjusted as needed). Choose the desired pattern

style for Sparse Infill Pattern.

4. Click “Others” and set the Brim Type option to Outer Brim Only. This generates only the outer edge of the model to enhance

its adhesion to the platform.

5. After completing the model parameter settings, click “Slice Plate” to preview the slicing.

6. “Export G-code file”

Preview [# Device

5 - @
~  Slice plate «  Export G-code file

= Color scheme .. Filament
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Side Multi-Color Settings e

*Untitled

= Project ~  Slice plate

c RELESS E 0B OHBNEETAE | H
Mode [Planar v/

Build Velume X: 400.02 mm, Y: 184.64 mm, Z: 40

= ICut position:  Z: 'I_O_!.'Jtlf

Add connectors Reset cut

After cut:

@ Upper part [l Keep [ Place on cut Flip
@ Lower part [ Keep Place on cut Flip

o—10

1. Click Cut [C]

Printer f

| ~ MINGDA AD-F4 0.8 nozzle |@ 5 2. Select the height of the cut position;
Bedtype - Smooth High Temp Plate For example: for a 40mm-height model requiring four
S | ol colors, we may choose 10mm, 20mm, and 30mm heights
(il Filament { Flushing volumes | [+ (= E_&

for sequential cutting.
B - vmncpars 4 ~ MNGDAPLA 4
~ MINGDA PLA [Z & -~ MINGDA PLA # 3. Check "Cut to parts" to maintain original positioning

during model segmentation
& Process Glob

anced 0 =%

-a Search plate, object and part. Q_

4. Click on 'Perform cut'

Name Fila.
v Plate 1 -
e 5. Click on 'Objects' QEEIEEEY to switch interface views
D) MDstLA A A
©] MDstLA A B 6. In the interface, double-click color blocks to assign
@ MDstlABB
o) MDstl B BB different colors to each of the four models

» QOutside
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Start the Prime tower

During the printing process of multi-color models, filament switching may leave residual filament from the previous

color in the nozzle, causing color mixing issues on the model.

Using a Prime Tower can resolve this problem. Before switching filaments during printing, the nozzle prints a Prime

Tower, where the residual filament is deposited. This effectively prevents color mixing during filament transitions.

OFfle B & 9 C &l calibration

0 £ Emiy (&) Device B Project - Slice plate
= B & &

Printer o= i O8]

(b Filsmant (Fshingvolumes ) (& (= %5

~ MINGDA PLA [# [2] ~ MINGDA PLA @
3 - MINGDA PLA % ~ MINGDA PLA %

& Process (@EEEP Objects Advanced [ E%:

=

)~ *0.40mm Standard @MINGDA (0.8 nozzl..

Quality Strength Speed Support

&l Prime tower s
| Enable =l e

Width 35 mm
Brim width 3 mm
Wipe tower rotation angle 0
Maximal bridging distance 10 mm
Stabilization cone apex 0
angle
Wlpe_tower purge lines 200 =
spacing
Extra flow for purging 100 %
Maximum wipe tower print

90 mm/s
speed

No sparse layers (beta)

1. Select the "Multimaterial" section.

2. Check the "Enable" option in the "Prime tower" settings.

Cautions:
1. Avoid setting the wipe tower size too small, as insufficient purging may lead to

filament mixing.
2. Ensure the prime tower is positioned away from the model to prevent overlap.
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Bottom Multi-Color Settings

Using the example on the right (colors: red, yellow, white, blue):
When exporting the vector file, you can subdivide it into separate files.
For instance:

1. Export the model border as an individual dxf or svg file.
2. Export each of the four colors (red, yellow, white, blue) as separate dxf or svg files.

This approach ensures better management and precise application of each design
element during further processing or printing.

OFre 2 B ) [ atio *Untitled

M & Prepare £ Preview 2 Project

Printer i

- MINGDA AD-F4 0.8 nozzle # 7

Bedtype - Smocth High Temp Plate

Flushing valumes | ([ ([
e Edt View Tool Help

BEAMNSH |6
3 Plate [

o —
= . Open Image X
< aal » v | O P
ﬂ = M @ po-
= L
— — — D O A I}
La E@ k k k k
Fi L e L L D - pAg Ta
Eu e
D Rua-Blue.dxf  Rua-borderdxf  Rua-Red.dxf Rua-White.dxf  Rua-Yellow.dxf Straicht Fluge v
Fi g,\.i .00 S
(o] File name: | 20-MD.dxf v| -image Files (*.svg ".dxf) v Sy i
e = o T :
In Cancel oo s
o S00m *
h— -
Botton olip 100w =
Top CLosed 0om =

Click the AD icon AD , then import the created dxf or svg files individually into the AdWordCraft software. Set the

parameters as needed and save your settings.



Model Border Parameter Settings

“HBazie settings

shaps
shape

Model height:
Bevel offset:

Top straight:

Bottom straizght:

olasp =size
Top clip

Bottom clip
Top Closed

Bottom closed

ik

ik

[wall thickness:

Single C o
60. 00
£0.00
1.00
0.oo
0.00 mm
0.00 mm
0.00 mm
0.00 mm
0.00 mm
3.20 mm

Shenzhen MINGDA Technology Co.,LTD
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1. Select the desired side shape and adjust the corresponding
parameters.

2. Set “Bottom Closed” at 0.

3. Set the appropriate “Wall Thickness”.

4. Select the model and apply a “Horizontal Mirror”. m

5. Click “Create” to save the file.

Model Bottom Parameter Settings

“Baziec zettings

shape
shape

Model heisght:
Bevel offset:

Top straight:

Fattom stralsht:

Straight Flange

0.00

clasp size 0.00 mm =
Top clip 000 mm =
Bottom clip 0.00 mm

Top Clozed 0.00 am =
[Bottom closed 2.00 mm :]
wall thicknezs=: 1.00 mm =

Creation method

Export Bottom Panel

L) om L

1

O Standard mode @ Outline mode

1.

Border

Set the bottom thickness to 2mm, and cancel or set all other

parameters to zero.

2. Select the model and apply a “Horizontal Mirror”. m

3. Click “Create” to save the model.

Entire bottom Red heart Blue side

i

Vo

@@ @@ﬁ

White font Yellow font
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Model File Adjustment

Import the created model files into Mingda OrcaSlicer.

*Untitled

[E] Project ~  Slice plate

R © =

Printer

(0 Filament Flushing volumes | ([+ (=

H - vmncpapLa [ — MINGDA PLA 24
. Z

3~ MINGDA PLA [# — MINGDA PLA

< Process

Q Search plates

Name

~ Plate 1
Rua-White.stl
Rua-Yellow.stl

Advanced ) =%

Rua-blue.stl
Rua-borderstl
Rua-bottom.stl
Rua-red.stl

> Outside

[ <M< W<

1. Click the button Ohbjects  to switch to the “Objects” interface.
2. Double-click the color block to change the model to the desired color.

3. Adjust the positions of the models as needed, moving each to its correct location.

Since the models are stacked together, making it difficult to differentiate and adjust them, we can modify the height

of some models first to make it easier to adjust their positions.
KA

Select the model from the left side; modify its Z-axis height by clicking Scale [S] zDu . Uncheck Uniform Scale ,

then increase the Z height. After making the adjustments, you can now easily adjust the positions of each model.

Name Fila. | 1.5, “Nall—"1 & [ |
ate 1 e ||
Rua-White stl

X Y Z

Rua-Yellow.stl
Rua-blue.stl Seale [100.00 100.00 10000 | %
Rua-border.stl Size 460.12 42393
Rua-bottom.stl

1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
Ly 1
Uniform scale :
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
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4.We need to organize these models to ensure each color is printed correctly.

You can directly drag and drop the corresponding STL files in the left panel to arrange the models in the desired order.
For models that overlap, the smaller model has higher priority.

In the “Objects” interface, the higher-priority models should be placed at the bottom, and the lower-priority

models at the top.

Based on the current model, the priority order is as follows:
White font > Yellow font > Blue side > Red heart > Entire bottom > Border.

& Process  Globsl Advanced @0 ET: & Process  Global Advanced @D E%:
Q Search plate, object and part. 8 Q) search plate, object and part. %]
Name Fila. Name Fila.
v Plate 1 . o
o Rua-White.stl = @ Rua-border.stl = _
@ Rua-Yellowstl = g 2"3“2;’“‘;:-“' [
ua-blue. —

9 Rua-blue.stl = »

9 Rua-red.stl
6 Rua-border.stl
9 Bk | = 0 Rua-Yellow.stl = k]
P i & @ Rua-Whitest! B[ 2]

Rua-red.stl ] s Gutsida

» Outside

5. After adjusting the order, press [Ctrl + A] to select all the model files. Right-click and choose “Assemble” to group all
the model files into a single Assembly.

Mame Fila.

w Plate 1

& | Rua-borderstl
@ | Rua-bottom.stl

1|
@ | Rua-red.stl
@ | Rua-bluestl
& | Rua-Yellowstl 3

@] Rua-White.stl EE

Jutside

6. Click "Slice Plate" to preview the model. If everything is correct, proceed by clicking "Export G-code File".

Ore B = g ! 1

M & Prepare < Preview [® Device ~-  Slice plate ~  Export G-code file

= Color scheme | Filament
Printer

b 4

0 Filament Flushing volumes | (& ([~

E - MINGDAPLA [ ~ MINGDA PLA
3 - MINGDA PLA [A n ~ MINGDA PLA

N

W

£ Process  Global Advanced ) [E%:
Q search plate, object and part. [¥]
Name Fila
v Plate 1
v Assembly -]
®] Rua-borderstl
@] Rua-bottom.stl
] Rua-red.stl
@] Rua-bluestl
@) Rua-Yellowst|
@) Rua-Whitestl
» Qutside
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2" LAN Printing (Recommend)

Ensure that the printer and the computer host are on the same local network.

MINGDA | Settings 1Pi192.168.251.121 300 s 320 MINGDA | Print 1Pi192.168.251121

B w32 MINGDA 1P:192.168.251.121
Temp(°C)
§ u Interface : wian0 1P :192.168.251.138 <
& Extruder 30

—>
~)
>~ * @ C MD-Test_2.4G ( Connected )
A
8

Hostname: MINGD/
1Pvd - 1921

Preheat

Network Fan System Update % o
IPv6 : fd00: 3ec:72bc:2f84:8853:f64c

Heater bed Y AES WPA-PSK 2.4GHz Channel 1175 dBm ~

- — )

Extrude Calibrate ChinaNet-3Xhu
= =

u v ChinaNet-tsEt
Troubleshooting Feeding More

By

Settings

e e ——

Click "Settings"m to enter the
settings page.

Click "Network" to enter
the network page.

Oyrle E = C ibration

M £ Prepare < Preview @] Device Project

() -
Printer 0 bir
~ MINGDA AD-F4 0.8 nozzle i

Physical Printer X

Bed type -~ Smooth High Temp Plate

Save Machine as

i) Filament Flushing volumes |  [[F (& L
MingDa 400D 0.4 nozzle (Dual) - Copy

~ MINGDA PLA 4 ~ MINGDA PLA 4

Print Host upload
3 -~ MINGDA PLA [E -~ MINGDA PLA [#
Host Type: Octo/Klipper
£ Drocess Objem Advanced 0 ) Hostname, IP or URL: 2168251119 -\ Browse ...
Device Ul:
)~ *0.40mm Standard @MINGDA (0.8 nozzle) B O APl Key / Password:
Quality Strength Speed Support Multimaterial Ot HITES Cochile: = Browse..
Ignore HTTPS certificate
&l Prime tower ~ revocation checks: e
E 0 HTTPS CAfile is optional. It is|
Connection to OctoPrint works correctly.
Width 35 mm
Brim width 3 mm
Wipe tower rotation angle 0
Maximal bridging distance 10 mm
Stabilization cone apex 0
angle
v

-

Click WIFI "'—c:f' , select Host type as Octo/Klipper, enter the printer’s IP address, and click “Test” and “OK”

File Transfer:

[Re)
Project e Export G-code file

Color scheme | Fijarr

Filament  Model Tower

1

Export G-code file

Print

e

Perce Export G-code file

= A
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Click the dropdown icon - in the top right corner , select "Print."

£ Preview [E Device Project

=

= Color scheme | Filament

e
[ Printer ament  Model Tower

1

~ MINGDA AD-F4 0.8 nozzle & 7
- ; 4 623m
Bed type - Smooth High Temp Plate 4 . L 'wa,s*?"g
316m
) Filament Flshingvolumes | [+ (= 25 ;

- MINGDA PLA [ - MINGDA PLA [
3~ MINGDA PLA [Ed] ~ MINGDA PLA [Eif
< Process (D) Objects Send G-Code to printer hast

2 *0.40mm Standard @MINGI}

Quality Strength Speed Supp

Display
|Z Layer height

Layer height

| Cancel )

First layer height

= Line width

Default 105% mm

First layer 120% mmor%

Outer wall 105% mmor%
Inporuall 1100 .o .

Click "Print" and choose "Upload and Print."

Copy gcode from USB to printer

MINGDA | Netwark

B190°8B190° o= 60° MINGDA | Print 1P1192.168,281.421 MINGDA | Network

Name Date
e —

PSK ssid PSK ssid

Udisk_sdal
A CFFFP 01-vase
111 2211

Udisk sdat/G/400Di reat-wall-ofchina(1) PLA 3h18m.gcode reat-wall-ofchina(1) PLA 3h18m.gcode

u
=
. CFFFP block

E
141201
E

o]

Test printer

Click “Copy” Remove the text before and Then click “Save”
including the "/" symbol.
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Device Connection

After successful connection, click on "Device" Device

(3 Fle [

(=) Prepare Preview Device Project

Enter the control interface below the diagram

P
4
DASHBOARD
@ Standby v i} Temperatures
© weacam

>. CONSOLE

#052.30 Pre Time: 6 6 - —n
B necHTMAr off 3 0 C

=

Fp— “Task.List... "2.Temperature Controf - " =
30 G-CODE VIEWER s o w E e i i 7—— = -'-“'-EE_

£ HisToRY

S, MACHINE

== Toolhead

Ei

X 50000 Y 50000 2z 10000
>~ Console
A AL <
10 1 x «1 +10 +1

10 LI #1 # +100

..4.Movement
.2 Control

1. Task List: Drag G-code files to this task list for printing.

2. Temperature Control: Displays machine temperature changes and allows pre-setting
nozzle and bed temperatures.

3. Camera: Monitors the printing status.

4. Movement Control: Controls the movement of each axis and allows compensation
settings after leveling.

5. Printer Limits: Controls the maximum acceleration of the printer, usually doesn't need
to be changed.

6. Console: Sends G-code commands to run the machine and displays error output.



10. Maintenance and Care

Nozzle Cleaning: After printing, clean any remaining material from the nozzle using a lint-
free cloth. Take advantage of residual heat to clean the nozzle efficiently. Do not touch the

nozzle directly to avoid the risk of burns.

Filament Replacement: Replace filament as needed based on usage and material type.
Use MINGDA filament for best results. Store unused filament in a sealed container to avoid

moisture and brittleness.

Platform Inspection: Inspect the glass print platform for any signs of damage. If any

damage is found, contact your distributor to obtain a replacement.

Regular Lubrication: Lubricate the guide rails and bearings regularly. Friction between parts

during operation can cause wear and noise if not properly lubricated.

Feed Gear Cleaning:Clean the feed gear every three months to remove accumulated

residue. This helps maintain feeding accuracy and system stability.

Cutter Replacement: Perform quarterly inspections to check for visible blade wear or
damage. If the cutter produces uneven cuts, fails to sever the filament, or shows abnormal
resistance or noise during rotation that interferes with normal printing, it should be replaced

without delay.
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MINGDOA

<

MINGOA

Shenzhen MINGDA Technology Co., Ltd

Tel: 0086-13530306290
Email: support@3dmingda.com
www.3dmingda.com

Address: No. 19, Dahe Industrial Zone, Longhua District,

Shenzhen, 518110, Guangdong Province, China.



