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Thank you for choosing MINGDA Technology's products!

For the best experience, please read this user manual carefully and follow the instructions to operate the printer.

If you encounter any issues with the printer, please contact us using the contact information provided at the end

of this user manual. Our team is always ready to provide you with high-quality service.

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.

Cautionary Notes

1. Please do not place the printer in environments with significant vibrations or instability, as machine
shaking can affect the print quality.

2. Avoid touching the nozzle and heated bed while the printer is in operation to prevent potential burns from
high temperatures, resulting in personal injury.

3. Refrain from moving the device during the printing process to prevent accidents and injuries.

4. Do not dismantle the equipment or alter circuit settings without authorization.

5. Avoid using the device in high-temperature or humid environments to prevent compromising device
performance or creating safety hazards.

6. In case of an emergency, immediately cease using the device and power it off.
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1. Overview

This manual provides instructions on the usage of the 3D printer, covering aspects such as an overall introduction
to the device, operational procedures, maintenance, and care. The aim of this manual is to assist you in correctly using
and maintaining the 3D printer, ensuring device performance and safety, extending the lifespan of the equipment,
and enhancing print quality. We hope that you follow the requirements and recommendations outlined in this manual

during usage, and maintain attention to and care for the equipment. Thank you for choosing our product, and we wish

you a pleasant experience!

2. Device Introduction

Device Parameters

Basic Parameters

Product Model
Machine Dimensions
Max. Build Dimensions
Print Technology
Rated Voltage
Rated Power
Ambient temperature
Extruder Type
Max. Nozzle Temperature
Max. Bed Temperature
Screen
Printing Method
Connection
Power Loss Recovery
Filament Detection
Fast Auto leveling
Camera

Fast Calibrate Offset

Supported Filament

MD-1000D
1695*1365*1665 mm
1000%1000*1000mm

Fused Deposition Modeling (FDM)
100-240V, 50/60Hz
3100W
10°C-30°C / 50°F-86°F
Dual Extruders
350°C
110°C
10inch touch screen
USB Flash Disk / LAN Printing

USB Flash Disk / WIFI / Ethernet

Common filament: PLA, PETG;

Engineering filament: PA-CF/GF, PET-CF/GF, HtPA-CF/GF,
PA-GF25/CF25;

Support filament: S-Mulit, S-HtPA, etc
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U-disk Allen wrench Antenna Indicator light & screw

Note: The picture is for reference only. When the real thing is inconsistent with
the picture, the actual object shall prevail.
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Machine Components Overview

m 4. Indicator Light

5. Antenna
6. USB port
\ ‘c - 7. Temperature Control Panel

= 8. Emergency button

1. Display

9. Power on button

2. Toolhead

3.D Handl
oor Handle 10. Distribution Box

11. Filament Cabinet

12. Build plate
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Machine Components Overview

13. Filament Feeding Assembly
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14. Extusion board
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3. Operational Steps

Component Assembly

1. Install the indicator light

Green light: Indicates that the printer
is working properly.

Red light: Indicates that the printer is
in an emergency stop or fault state,
requiring immediate attention or
repair by the user. For example,
overload, short circuit, or error
message on the screen.

: Indicates that the printer
is in a warning or abnormal state,
requiring user attention or
intervention. For example, insufficient
filament or paused printing.

2. Install the Antenna




3. Power on

MINGDA

Shenzhen MINGDA Technology Co.,LTD
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Insert a power socket

4. Power off

When you turn off the printer, please don't press the power

Press the power button to turn on the printer

directly! Click " Shutdown " to turn off the printer

MINGDA
Temp(°C)

& 30° §30° - 32°

& Extruder 30 4-}»

& Extruder1

| w= Heater bed
3

| Ff Host Temperature 51/40

Extrude

Click the "Shutdown"

1P:192.168.251.121 8 30° §31° e 32°

8

Preheat

Emergency Stop

Calibrate

QO Shutdown
Settings

MINGDA | General 1P:192.168.251.121

C

Restart Screen

C

Restart
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Startup Configuration

1. Select Language

B 30° 310 o 32° NGDA | Choose Language 1P:192.168.251.121

Skip All Choose a language

Dansk

Deutsch

Deutsch(Formal)

English

Click Q to choose the language,
and click to proceed to the
next step.

| Note: If you find that the printer cannot detect your WiFi signal, you can click to skip this step for
2_ W|-F| E now. After completing the startup wizard, move the printer to a location closer to a stronger signal source,
' and then reconnect to WiFi.

B 30° 310 o 320 MINGDA | Print 1P:192.168.251.121

- (]
No——

MD-Test_2.4G ( Connected )
Hostname: MINGDA
IPv4 : 192.168.251.119
IPv6 : fd00:68dd:b73c:3ec:72bc:2f84:8853:f64c
AES WPA-PSK 2.4GHz Channel 11 75 dBm »

& 30° 310 s 320 MINGDA | Network 1P:192.168.251.121

PSK ssid

ChinaNet-3Xhu

ChinaNet-tsEt

Select the WiFi and click H

(If your WiFi network does not a
seconds, click the refresh button
search again.)

ear within 20
to

8 30° §31° e 32° MINGDA | Print 19-102 18R 251 124
Start WiFi Link

Connecting to : MD-Test_2.4G - c
\——

MD-Test_2.4G ( Connected )
i Hostname: MINGDA
Connecting to the requested network... 1Pvd - 195 168251119 o
. 1P6 : fd00:68dd:b73c:3ec:72bc:2fB4:8853:164c
Authorizing... AES WPA-PSK 2.4GHz Channel 1175 dBm ~—r

Preparing the connection to the network

Connected

ChinaNet-3Xhu

ChinaNet-tsEt

Once the connection is successful, click Upon successful connection, click the in the
upper right corner to enter the main interface of the
machine. If you do not need to connect to the network,
you can also click the to skip this step.
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Printer Calibration

& 30° P31° s 320 MINGDA IP:192.168.251.121 o P31° v 3; MINGDA | ate 02.168.251.121
Temp(°C)

& Extruder (
L 3 y

e .‘_'. i 3%
& Extruder1 ove reheal X

AT Z Calibrate Leveling XY Offset

| w= Heater bed
s e—————r

| F# Host Temperature 51/40
Extrude Calibrate
—— \—
Z
60

L ]
= Sy .
Print Settings (0]
——

Z Height Diff Input Shaper  Adjust Zprobe Pos

— e \——

Tip: Please follow the sequence shown in the diagram to calibrate step by step.

3t 5 fa® «}»
Z Calibrate » Z Offset » Input Shaper » n Ca I l bra te P l D
e

Z Endstop -> Z Calibrate - Leveling - XY Offset -> Z Height Diff - Input Shaper - Calibrate PID

If the nozzle is not aligned with the center of the

metal sensor, use to manually adjust the nozzle
Adjust Zprobe Pos

position until it is directly above the sensor.

Note:

1. Z-calibrate, Auto-leveling, XY offset and Z height diff 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 Tips:

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.



1. Z Endstop

Adjust the position of the photoelectric switch.

& 30° B31° = 32° MINGDA | Calibrate 1P:192.168.251.121

st y
Lil if ¥
Z Endstop Z Calibrate Leveling XY Offset
—
&
u
Z Height Diff Input Shaper Adjust Zprobe Pos

et S—

Put an A4 paper between the nozzle and
heated bed.

2. Z Calibrate

& 30° B31° o 320 MINGDA | Calibrate 1P:192.168.251.121

st @ T

—

Z Endstop Z Calibrate Leveling XY Offset

as — \—

Z i &
" =
o» Z Height Diff Input Shaper  Adjust Zprobe Pos
————— —— \—

Put an A4 paper between the nozzle and
heated bed.

Shenzhen MINGDA Technology Co.,LTD
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B 30° B31° e 32° MINGDA | Z Calibrate IP:192.168.251.121

Click "Start"
confirm

, click "Accept" and

3oo 310 o 320 MINGDA | Z Calibrate 1P:192.168.251.121

£ st R

—
Raise Nozzle Accept
F 14
—
Lower Nozzle
Move Distance (mm)

A 5

Move the nozzle downward B_] until it lightly
presses against the paper and the paper can be
moved with slight resistance. Then, save the

settings.

B 30° 310 4e 320 MINGDA | Z Calibrate 1P:192.168.251.121

Click "Start" , Wait Z axis calibrating
and click "Accept" and confirm

6 30° Wh31° wm 32° MINGDA | Z Calibrate IP:192.168.251.121

24 st 2

—
Raise Nozzle Accept

F 1

y—
Lower Nozzle

Move Distance (mm)

A F

While moving the A4 paper back and forth,

adjust g and g . When you feel slight
resistance as the paper moves, you can click

the to save.
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3. Auto Bed Leveling

8 30° §31° o 32° MINGDA | Calibrate 1P:192.168.251.121 B 30° Ph31° e 32° MINGDA | Leveling 1P:192.168.251.121

<+ Add configuration Delete c Calibration

st i3] Y g% T —

Z Endstop Z Calibrate Leveling XY Offset

Z Height Diff Input Shaper Adjust Zprobe Pos

| e ——

Click to start auto-leveling,
Click "Leveling" —_ &

which will take approximately 3 minutes

Save configuration?

Klipper will reboot

Cancel

Click g to save the value,

the printer will reboot automatically.

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.



4. XY Offset Calibration

1 Bz Barrw sz

& Extruder

& Extruder1

| w= Heater bed

| F Host Temperature

3 B30 P31° o 32

Tips: Wipe the nozzle clean before calibration to

avoid any interference during the process.

MINGDA 1P:192.168.251.121

Temp(°C)

Preheat

Extrude Calibrate

Sy

Settings

MINGDA | XY Offset IP:192.168.251.121

Move Distance(mm)
0.02 A 1

Confirm Pos

After the camera Led light up, Click "Start",
and the left extruder will move to the
calibration camera's position.

5 B 30° B31° wm 32°

Adjust the right extruder nozzle to align with the

MINGDA | XY Offset IP:192.168.251.121

Move Distance

0.02 A

9 Confirm Pos

crosshairs ll of the screen click

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

MINGDA

MINGDA | Calibrate IP:192.168.251.121

2| B30 Baro e 320

»t @ T )

Z Endstop Z Calibrate Leveling XY Offset

G =

Input Shaper  Adjust Zprobe Pos

MINGDA | XY Offset IP:192.168.251.121

4 B arous 32

Move Distance (mm)

0.02 al 1

g Confirm Pos

Adjust the left extruder nozzle to align with

the crosshairs ll of the screen and click

"Confirm Pos"

MINGDA | XY Offset IP:192.168.251.121

6 i 30° P31° o 32°

23

Move Distance

0.02 A

Confirm Pos

Click the "Save" K&
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5. Z Height Diff Calibration

1 8 30° T31° s 32° MINGDA | Calibrate 1P:192.168.251.121 MINGDA | Z Height Diff 1P:192.168.251.121

A ii2 Vo

Z Endstop Z Calibrate Leveling XY Offset

— »
- 0 s

Z Height Diff Input Shaper Adjust Zprobe Pos

Current nozzle height difference: 1.874 mm

—— T \—

Click ”Start". to start Z offset automatically.
If the printer hasn't homed before, it will home itself first.
After that, click “Start” again to begin calibration.

» New nozzle height difference is: 1.716 mm
Need reboot, relaunch immediately?

While calibrating the Z-axis offset, the extruder will

move towards the sensor automatically. Please observe After finishing, click “Save” and restart the
if the nozzle is positioned above the probe sensor. If machine.

not, use the Adjust Zprobe Pos function to adjust the

nozzle.

& 30° Pr31° o 32° MINGDA | Calibrate 1P:192.168.251.121 B 30° P31° o 32° MINGDA | Move 1P192,168,251,121

st @ y';x L

Z Calibrate Leveling XY Offset Z Height Diff

—_— 4

] : i ?
§ =

Move Distance {(mm)

Input Shaper Adjust Zprobe Pos

01 0.5

L A ——

Click “Start” and move the XYZ axes to position the nozzle directly above the

center of the metal sensor. Then save the value. After that, perform the “Z Height
Diff” procedure again.



5. Input Shaper

& 30° §31° o 32° MINGDA | Calibrate 1P:192.168.251.121

() B8

Z Calibrate Leveling

V"
X

XY Offset Z Height Diff

e — \——

&
]
(I) Input Shaper Adjust Zprobe Pos
——

Click "Input Shaper"

6. Calibrate PID

G 30° $31° e 32° MINGDA
Temp(°C)

Extruder 30

Extruder 1 3

Heater bed

Host Temperature

Click “Preheat”

MINGDA
Temp(°C)

Extruder 30
Extruder 1 31
Heater bed 32

Host Temperature

Set at ”220°C“

Initiate a PiD calibration for: extruder

IP:192.168.251.121

+ 8

Preheat

Extrude Calibrate

S

Settings

1 caiibrate PiD

@ 280 2CIt may take more than 5 minutes depending on the heater power.

Click ”Accept”

Shenzhen MINGDA Technology Co.,LTD

MING DA www.3dmingda.com

8 30° §31° == 32° MINGDA | Input Shaper 1P:192.168.251.121

Auto Calibration i

Auto-calibrate

Manual Calibration

NOTE: Edit your printer.cfg to sa al calibration changes

39

Click "Auto-calibrate", After calibration is
complete, click the save button.

i 30° $31° = 32° MINGDA 1P:192.168.251.121
Temp(°C)

Extruder 30

Extruder 1 31
Heater bed 32

Host Temperature

MINGDA
Temp(°C)

Extruder 30
Extruder 1 31
Heater bed 32

Host Temperature

1 caiibrate PID

Save configuration?

Fimmware will reboot

Click “Save”
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MINGDA

4. Operating interface introduction

Main interface

03 02

1P:192.168.251.121

% 30° BR31° 320 MINGDA
Temp(°C)

( u Extruder 30 4-}» n

“ Extruder 1

11

31 Move Preheat
_ _

| == Heater bed

10

[ ]

L | # Host Temperature
Extrude Calibrate

_ ﬁ

Uy

Settings

Primary interface Explain
Temperature Temperature display area
IP Network IP address
Move Move or home XYZ axis
Preheat Pre-set nozzle & hotbed’s temperature
Extrude To load filament.
m Calibrate Printer Calibration
Settings Printer’s printing value adjustment
m Print Start printing
m Shutdown Shutdown interface
Homepage Return to the main page
Return Return to the previous page




Calibrate:

G 30° PB1° e 320

Z Endstop

Z Height Diff

Shenzhen MINGDA Technology Co.,LTD
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MINGDA | Calibrate IP:192.168.251.121

&t

HH

Leveling

y.'
X

Z Calibrate XY Offset

Input Shaper Adjust Zprobe Pos

-———— e —— ——

Secondary interface Explain
Z Endstop Adjust the position of the photoelectric switch.
Z Calibrate Leveling sensor calibration
Leveling Auto-leveling
XY Offset Calibrate XY axis
Z Height Diff Calibrate the two nozzles’ height
m Input Shaper Test the resonance compensation value.
Adjust Zprobe Pos | Adjust Zprobe Pos




Settings:

Update

e

Force Move

Shenzhen MINGDA Technology Co.,LTD
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X Power Loss
Manual Troubleshooting Recovery

Secondary interface

Explain

0] Network To connect Wi-Fi

02 Fan Cooling fan adjustment

03 Leds Turn on/off Light

04 System Machine shutdown, restart, reset function
Update Update Klipper and Klipperscreen
Manual Manual

(@)
~

Troubleshooting

Troubleshooting

Power Loss Recovery

Resume the print after a power failure or system error

(&)} -_

Force move Move the toolhead if necessary before resuming the print
Includes some basic settings such as time, language,
10 More screen timeout, notification sound toggle, and automatic

shutdown after printing completion.




Printing Interface:

MINGDA | Printing 192.168.251.121

& 220° # 220°w= 65°

0%

A

Udlsk_sda1/ Test
Printing
220/220° 65/65 °

100% 30/30 mm/s Z:96.60

100% 3.6 mmd/s 100% B: 100
Elapsed: Om

Left: 15m | 14: 24

Puase

- o

Fine Tuning Settings

MINGDA | Fine Tuning

¢ 100%

@ 220° ¥ 220° = 65°

¢ 0.050mm

Bt =

z+ Speed +

_——— \———

MINGDA | Settings
192.168.251.121

=z J

100%

C

. Power Loss
(ELUET Troubleshooting Recovery

e ————

%
Figure 1 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,
& Extrude and Exclude object. [Please refer to Figure 2.]
Stop Emergency stop .
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5. Load filament

1.Hang the filament onto the filament holder as shown in the picture, and insert the filament into the

corresponding tube. The internal gears will automatically pull the filament in.

e
ry

=
%,

Yy
"
B

12,

2. When the gears stop moving, the filament may still remain inside the tube.
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& 30° P31° o 320 MINGDA 1P:192.168.251.121 & 30° 310 o 32° MINGDA IP:192.168.251.121
Temp(°C) Temp(°C)

& Extruder 4-}» B & Extruder 30 o .

& Extruder1 Preheat & Extruder1 31
— \—

| w= Heater bed 32

| w= Heater bed

|# Host Temperature $ Host Temperature 51140
Extrude Calibrate

By

Settings . } caiibrate PID

Click the temperature setting Enter the filament recommand temperature

value, click then click

& 30° Pr31° w 32° MINGDA IP:192.168.251.121 3 o MINGDA | Extrude 1P:192.168.251.121
Temp(°C)

& Extruder B

& Extruder1 Preheat
e
| w= Heater bed

| F% Host Temperature 51140
Extrude Calibrate Perhaet
e — —————

Speed (mm/s)
b

Settings

25 50 100 2 5

Filament Sensor0 - Filament Sensor1 -

Click the "Extrude” n Click Extruder “T0”, E select a distance of
“100mm” and a speed of “5”. Click “Load” E 2-3

times until filament is extruded from the nozzle

1. Press the top circle part to remove the gas 2. Cut out the filament then ready to load
connector. the remain filament out
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B 30° P31° e 32° MINGDA 1P:192.168.251.121 Gadnnn 30°mm 32° MINGDA | Extrude IP:192.168.251.121
Temp(°C)

& Extruder 30 ﬂ & 13

& Extruder1 3 Preheat 240° 30°

Nt e’ @
| w= Heater bed 32

| F# Host Temperature 51/40 ! 8

Extrude Calibrate Load Perhaet
——

Distance (mm) Speed (mm/s)
b

Settings

10 25 50 100 2 5

Filament Sensor0 - Filament Sensor1 -

3. Click the "Extrude" n 4 Select the extrufjer you want to unload
filament and heat it up to filament recommand

temperature value.

B 240° 30°4s 32° MINGDA | Extrude 1P:192.168.251.121 B 240° 30°4s 32° MINGDA | Extrude 1P:192.168.251.121

Load Perhaet
—————————

Distance (mm) Speed (mm/s)

Load Perhaet
—————————

Distance (mm) Speed (mm/s)

10 25 50 100 10 25 50 100

2 5
Filament Sensor0 - Fllamentsan;on -

5. Click “load” n to feed out the rest 6. Fed out all the rest filament inside the extruder

P) 5
Filament Sensort ()

filament until the screen 'filament sensorQ' turns red.

7. Click the unload button in filament cabinet

|
i 7
L ]
W Keep clicking unload button until the filament

BB finished unloading.

When you click the unload button, please roll the
filament back manually .
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7. Printing

O Test Printing

Before printing your won model, please test the gcode which shipped from the printer first

B 30° B31° s 32° MINGDA 1P:192.168.251.121 & 30° B31° o= 320 MINGDA | Print 1.251.1:
Temp(°C) CFFFP 01-vase, MINGDA MD-1000D 1h10m.gcode
& Extruder n Name 1 Date

& Extruder 1 Preheat lisk_sd -
A —— =
12211

| = Heater bed

| F Host Temperature 51140
Calibrate

= o,
o
Settings s £ printing Cancel
Test printer N—

Click “Print” Click Print icon

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

Udisk_sdat/ Test
Printi

¢ 0.050mm < 100%

- B5/65°

o
A 2 3 n 3 z:0660 "_f'
n F 100% 36mmis #*  100% B: 100 2
O Elapsed: om
Z 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

Explain:

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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1. Resume printing after power off

B 30° B31° s 320 MINGDA 1P:192.168.251.121
Temp(°C)

B Extruder 30 t-}» ﬂ

& Extruder 1 31 Preheat
_—— e——

| ww Heater bed 32

| FF Host Temperature 5140

=

Extrude Calibrate gt

oy &

Settings Force Move

W 30° == 32° MINGDA | Power Loss Recovery 1P:192.168.251.121

Filename:
- Test gcode

Print Height:10.32 mm

Nozzle Temp:210°C

Bed Temp:50°C

Power Loss Recovery Active Extruder:extruder1

)

MINGDA | Settings

R ' ®

Fan Leds
\—
&E D)

) Power Loss
[ ELUE] Troubleshooting Recovery

A ———

MINGDA | Force Move 1P:192.168.251.121

4 =

Y- X+

Y:?
Move Distance (mm)

0.2 0.5

Once power is restored, turn on the printer. It will perform a self-check automatically.

Then go to Settings > Power Loss Recovery to resume printing.

Note:

1. If the printed height is less than 1 mm, resume printing is not supported.

2. Prior to resuming the print, verify whether the nozzle has dropped. If so, use the "Force Move" function to position it

approximately 0.1 mm above the model surface.

3. After resuming the print, closely monitor the printing process and adjust the Z-offset via fine-tuning if necessary.

2. Resume printing after filament run out

B240°% 30044 32° MINGDA | Extrude 1P:192.168.251.121

240° 30°

: 8

Load Perhaet
——————
Distance (mm) Speed (mm/s)

10 25 50 100 2

5
Filament Sensor0 - " Filament Sensor1

The printer will pause, and the Insert the new filament into the
yellow indicator light will turn on extruder, then click “Load” until the
filament is extruded from the nozzle.

B 220° § 220°44 65°  MINGDA | Printing 192.168.251.121

Udisk_sda1/ Test
Printing

& 220/220° - 65/65°

A “> 100% 30/30 mmis 3 Zz:9660
F 100% 3.6mmvs % 100% B: 100
© Elapsed: 0m

60%

X Left: 15m|14:24

> = ]

Cancel Resume Fine Tuning Settings

Click “Resume” u , continue to
print from the point of interruption.
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8. Slicing Software Installation and Usage

Installation:

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

Download "MINGDA OrcaSlicer"

Configuration:

>

Upon the first run of Mingda OrcaSlicer, you will enter the configuration wizard.

(o

" MINGDA
OrcaSlicer

Printer Selection

| Device keyword |

MINGDA

Clear all

INGDA 1000D
[ 0.4mm nozzle
0 0.6mm nozzle
0.8mm nozzle
0 1.0mm nozzle

MINGDA 400D
(J 0.4mm nozzle
[ 0.6mm nozzle
[ 0.8mm nozzle
0 1.0mm nozzle

MINGDA 600D
0 0.4mm nozzle
O 0.6mm nozzle
[J 0.8mm nozzle
O 1.0mm nozzle

g

Cancel

Choose the MD-1000D model and click "Confirm."

»

System Filaments Custom Filaments

Filament type: All PLA @ABS @TPU PC EHTPA E@PA M@ PACF
PET-CF E PET-GF [ PETG PETG-CF EPLA-CF EIPVA M S-Multi
S-PAHT

L Eaummn v miLe oo

Clear all

MingDa ABS+ MingDa HTPA-GF25 MingDa PET-CF Min
MingDa ABS-CF20 MingDa PA MingDa PET-GF Min
MingDa ABS-GF25 MingDa PA-CF MingDa PETG Min
MingDa ASA MingDa PA-CF25 MingDa PETG-CF Min
MingDa HTPA-CF MingDa PA-GF25 MingDa PLA Min

MingDa HTPA-CF25 MingDa PA12-CF MingDa PLA Silke

MingDa PLA-CF

Q ﬁ concel

MingDa HTPA-GF MingDa PC

Select the desired filament type.
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Usage

Click the "Prepare"

M £ Prepare < iew Device Project

<
e e
Printer

[
I ~ MINGDA 1000D 0.8 nozzle

Bedtype  ~ Smoecth High Temp Plate

(i Filament e
i - viNGDA PETG [ B - MINGDA PLA [
< Process (EEP Objects Advanced @D EI%:
I - 0.24mm Fine @MINGDA 1000D (0.8 nozzle) I[E'.] Q () Filament e &
Quality Strength Speed Support Multimaterial Oth.
E— | n MingDa Generic PLA (&}
(~) First layer speed Al
a0 =z 1 ISR M T System presets -—--—
First layer 35 mm/s Y i ]2¢
. . i Geperic PETG
First layer infill 55 mm/s ]
| MingDa Generic PLA |IO\
Initial layer travel 100% P J
e % mm/sor % MingDa Generic PLA 5ilk
N Bar aEak R E MingDa Generic TPU i
0 layers 9
layers - gL Add/Remove filament ------ L4
Select the printer model, filament type and printing parameter.
Ore B | @ 9 ¢
@ © Prepare < Preview [ Device ~  Slice plate ~  Export G-code file
= & =] T
5 ElCDHLOH fnd EJ & T aD = | b
~ MINGDA 1000D 0.8 nozzle @ %
Bedtype  ~ Smooth High Temp Plate
e 5% &) Choose one or more files (3mffstep/stl/svg/objfamf): >
[l - MNGDA PETG 2 B ~ MINGDA PLA 7} € 1 b il £
< Process (R objec Advanced @ E%: =~ m O
~ 0.24mm Fine @MINGDA 1000D (0.8 nozzle) [2] O
Quality Strength Speed Support Multimaterial Oth = g
() First layer speed 2
First layer 35 /s test model.stl
First layer infill 55 mm/s
Initial layer travel T —
speed 100% mm/sor%
Number of slow ~o s
layers 3 2L
() Other layers speed
Quter wall 120 mm/s
Inner wall 150 mm/s
Small perimeters 50% mwsor% Filenome: [testmodelstt | -3, ~stl, "5t
Small imet
weshord O cancel
Sparse infill 100 mm/s
Internal solid infill 150 mm/s
Top surface 150 s
Gap infill 50 s

Click @) , upload your STL in the slicer, adjust your model parameter, after finishing, click “Slice plate” to
create the Gcode file.
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Printing method

A}
O Copy gcode from USB to printer

MINGDA | Netwark MINGDA | Netwark

B 190°190° o= 60° MINGDA | Print 1P1192.168.251.121

Name Date
A e ———

PSK ssid PSK ssid

Udisk_sdal

E CFFFP 01-vase
12211
h

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

CFFFP block

Test printer

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

2" LAN Printing (Recommend)

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

300 B31o o 320 MINGDA | Print 1P:192.168.251.121

B 300 310 s 32 MINGDA 1P:192.168.251.121 300 310 4L 320 MINGDA | Settings 1P:192.168.251.121

Temp(°C)

& Extruder 4-}» ﬁ

& Extruder1 Preheat
e

Interface : wian0 1P :192.168.251.138 (e

= ¥ . 6]

Network Fan Leds System

MD-Test_2.4G ( Connected )
DA

| == Heaterbed

| »

Extrude Calibrate
S ——

e ——— »
ChinaNet-3Xhu

ChinaNet-tsEt

£ Ry

Print Settings

Troubleshooting

Click "Setti"ES"m to enter the Click "Network" &l to enter Check the printer's IP address.
settings page. the network page.

A e ——

Slice plate

i 468 T Ap &5 | H

Project
ki i = | & T
[E Printer . ¢<F> = | €Q9 g

~ MINGDA 1000D 0.8 nozzle

Bed type Smooth High Temp Plate

Physical Printer %
(I Filament
Save Machine as
I 2 BINGDA FETG % [l - MNGDA PLA MINGDA 1000D 0.8 nozzle - Copy
< Process (ERERD Cbiects Advanced @ E%:
- ki Print Host upload
0.24mm Fine @MINGDA 1000D (0.8 nozzle) [3) ¢ Host Type: Octo/Klipper

Hostname, IP or URL:

2168251119 A\ Browse ...

Quality Strength Speed Support Multimaterial Oth

) First layer speed s Device UL:

i API Key / Password:

First layer 35 mm/s
HTTPS CA File: =B

First layer infill 55 mm/s rowse

o Ignore HTTPS certificate
Initial layer travel T C— revocation checks:
speed mm/s or %
Number of slow HTTPS CA file is optional. It i
layers -0 i 4

Connection to OctoPrint works correctly.

(2 Other layers speed

Outer wall 120 mm/s
Inner wall 150 mm/s
Small perimeters 50% mm/sor%
Small perimeters 0 -
threshold

Click WIFI ==, select Host type as Octo/Klipper, enter the printer’s IP address, and click “Test” and “OK”
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2" LAN Printing

File Transfer:

= [zl
Device [E] Project plate ~  Export G-code file

Color scheme e S
Line Type i
P Export G-code file
1.62 m g
030m 091g "
028m 083g :IE Prlnt
001m 004g
200 00 Perce Export G-code file
000m 001g
123g
0.75g

4m38s

B Seams

Total estimation

Filament:

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

M ) Prepare £ Preview [® Device Project ~

Color scheme - |ine Type

@ pri
[ Printer Percent i Dis}

| ~ MINGDA 1000D 0.8 nozzle

Bed type ~ Smooth High Temp Plate

Filament Ly z
146 m

X 213m

- MINGDA PETG 17 Bl ~ MINGDA PLA %4 071 m

& Process ( EREE Objects Advanced )

- 0.24mm Fine @MINGDA 1000D (0.8 nozzl Q -
mem:Fine/c) {H8nomld) Send G-Code to printer host

Quality Strength Speed Support Multimaterial Oth

First layer speed bed| ‘

est model_PLA_41mis[selel=

First layer 35 mm/s A

First layer infil 55 s .‘ Use forward sla (/) as a directory separator if needed.
Initial layer travel 100% B

i) ——

Number of slow -~
layers

Upload and Print

0 layers

000 ACCEL_TO_DECELS

Other layers speed

Click "Print" and choose "Upload and Print".
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After successful connection, click on "Device"

&3 Prepare £ Preview “5 Device Project

Enter the control interface below the diagram

)
/A
[ oasusoarD

@ Standby ~ § Temperatures
@ wescAMm

.. CONSOLE

B HecHTMAR

|B e-cooerues

100 % kL 4 |-~
30 G-CODE VIEWER

C S 2.Temperature Control

S, MACHINE

3.Camera

=3= Toolhead
B default

X 500.00 Y 500.00 z 10.000 @ Machine

T 5.Printer.Limits

100 10 x|+ #10  +100

>_ Console

4 40 400 pematecas
¥ mm/s? 2500
1 B2 01

_4.Movement
“** 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.
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MINGDA

Print Two Colors

Selecting the MingDa 1000D 0.8

Printing size: 1000 * 1000 * 1000mm

—File ~ [ & & fcalibration test model
A 3 Prepare £ Preview Za Device Project ~  Slice plate
Printer Ly
~ MINGDA 1000D 0.8 nozzle 4 7
Bedtype - Smooth High Temp Plate
I Untitied
(Il Filament i .
[ - viNGDA PETG [Z| Bl ~ MNGDA PLA i
£ Process  Globa Advanced @) ag
Q, Search plate, object and part. @ .
Name Fila.
v 1
7t 1stl
Tt 2stl
» Qutside
Plate Settings
Bed type Smooth PEI ...
Print sequence By layer
First layer filament sequence Auto

1. Choose and modify the filament information.

2. In the Process section, click to switch to the "Objects" option.

3. Click on the color box next to the STL file to select the desired filament.

In the printer interface:

B190° P190°—~ 60°

MINGDA | Print

Name 4 Date

M4 x4 xyz cube

Select "Print", Insert the U-disk.

1P:192:168.251.121 300 B310 oL 320 MINGDA | Print 1P:192.168.251.121

Testgcode

Name 4 Date

<

Udisk_sdat
CFFFP 01-vase

Cancel

Choose the print file for printing. Choose “ Print”.
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Because there is always one printer in standby mode during the printing process, it is easy to
cause defects such as wire drawing and material leakage. Prime tower can solve this problem,
the extruder will print a prime tower before each layer printing. Any material leakage will be
printed on the tower, effectively avoiding the phenomenon of material leakage when replacing

the extruder.

If you want to print the following two modes, we recommend adding this option to your Gcode.

= & A& 3 calibration test model

© Prepare £ Preview Za Device Project ~  Slice plate

i » G o = =

P ﬁpm "7 g &1 g ¥

Printer ® ED v U= b H—’& M3

(il Filament

H - PETG & B -~ MINGDA PLA &
£ Process bjects Advanced@@ [E%:
s

~*0.24mm Fine @MINGDA 1000D (0.8 nozzle) 2 ()

Multimaterial | OUthers

&7 47

Quality Strength Speed Support

£l Prime tower

I Enable (3] |
Width 35 mm
Prime volume 45 mm
Brim width 3 mm
Wipe tower rotation angle 0
Maximal bridging distance 10 mm
Stabilization cone apex 0
angle
:\éi;:ir:;wer purge lines 200
Extra flow for purging 100 %
Maximum wipe tower print 90 s

speed

No sparse layers (beta)

Prime all printing extruders

1. Select the "Global" section.
2. Select the "Multimaterial" section.

3. 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.



Printing Support

Selecting the MingDa 1000D 0.8mm

=File ~ =

f £ Prepare £ Preview Fo Device
Printer i
(i Filament o=
Bl - MiNGDA PET-CF Z B - MINGDA S-Mutti #

& Process ( eEEER Objects
£ ~*024mm Fine @MINGDA 1000D (g
Quality Strength Speed

] Support

Type ~ Normal(auto)
Style ~ Default (Grid...
Threshold angle =~ 30
First layer density 90 %
First layer expansion 2 mm
On build plate only
Remove small overhangs
| Raft
Raft layers =0 layers
[l Filament for Supports
9 Blls-Multi

13} ﬁ—l‘*‘lulti

Advanced [ [=%%

rial Others

~

Printing size: 1000 * 1000 * 1000mm

test model

Project

1. Choose and modify the filament information.

2. Then, select the "Support" section.

3. Check the "Enable support" option.

Shenzhen MINGDA Technology Co.,LTD

MINGDA

)

Filament
1
.2

T

Filament
53.47

Time Estimation

Prepare tim 2s

odel printing time: 1d

1d1

www.3dmingda.com

Slice plate

Color scheme - Fjlamen

change times: 94C

Display

4. In the "Filament for Supports" option, choose the filament needed for supports.

5. Click "Slice plate" to preview.

In the printer interface:

B190° Pa90°= 60° MINGDA | Print 1P1192.168.251.121

Name 4 Date

020200

M4 x4 xyz cube

111412211

Select "Print", Insert the U-disk.

B 30° Bato s 320 MINGDA | Print 1P:192.168.251.121

¢ Name 4

Udisk_sdat

]

CFFFP block
11412111

1oh S6m

Test PIA

] [T- (1o (1= |

Test printer

Choose the print file for printing.

Test.gcode

Choose “ Print”.

Cancel
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10. Maintenance and Care

Hotend:

If you print high-temperature materials or engineering materials for a long time, the inner wall of the hot end will gradually
carbonize, which will ultimately affect the extruder out of the material is not smooth, if you find that the model has a fault or
spitting material is not uniform, it may be this reason.

Replacing Filaments:

Timely replace filaments based on the type and actual usage. It is recommended to use filaments recommended by the
manufacturer. Seal filament not in use for an extended period, as excessive exposure to moisture in the air can make the
filament brittle.

PEl plate:

Please avoid touch the PEIl bed by hand. It can be cleaned by dish soap with warm water and dry it by a clean cloth.

Regular Lubrication:

Once every 3 months. Home the printer first and grease it and move the Z+ to the top, then home the printer and grease again
until the screw rods full with the grease, after that clean the excess grease. If there are noise during moving. You can grease
the oil on the idler wheels when there are noise.

Software Updates:

Regularly update the printing software to improve print quality and efficiency.

11. Printing Tips for different filaments

1. Do not allow PET-GF, PET-CF, PA12-CF, HTPA-GF, HTPA-CF or S-Multi to absorb moisture.

1. Dry the filament before printing as long as you are not sure if the filament is damp.

2. After drying the filament, please store it in filament cabinet with driers

3. If the printer will not be used for an extended period, please store the filament in a sealed container, preferably in a dry
cabinet.

2. Avoid PLA-HF/PETG-HF clogged during printing

1.When printing PLA with a bed temperature above 45 °C, open the front door to prevent heat buildup and extrusion issues.
2.When printing PETG with a bed temperature around 70 °C, open the front door to prevent overheating that may cause
extrusion issues or nozzle clogging.

3. To prevent warping, take caution when printing with ABS-HF, PA12-CF, HTPA-GF, HTPA-CF, ABS-
GF25, ABS-CF20, HtPA-GF25, and HtPA-CF25.

If the model size is large and the fill rate is set high, such as 60% (the default value is 15%), warping occurs and it can be
adjusted down appropriately. In addition, change the fill pattern to a spiral to reduce the risk of shrinkage. For some
structural parts with high strength requirements, you can set 5 layers of walls and a fill rate of about 25%, and try to avoid
using a fill rate of more than 50% to reduce the shrinkage tendency; for most non-structural parts with low strength
requirements, you can directly select the default 2 layers of walls and a fill rate of 15%.

4. After printing with high-temperature materials such as PA-CF, PET-CF, or PET-GF, and before
switching to low-temperature, lower-hardness materials like PLA or PETG, it is recommended
to follow these steps:

1. Set the nozzle temperature to 250-300 °C.

2. Manually unload the remaining high-temperature filament.

3. Load the new low-temperature filament and manually extrude it.

4. Continue extrusion until all residual high-temp material is flushed out and the new filament flows smoothly.

5. Lower the nozzle temperature to 220-240 °C, and continue extruding while the nozzle cools down to ensure smooth flow
of the new filament.

If extrusion fails during the flushing process, increase the nozzle temperature and consider using a cleaning needle to clear
the nozzle
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Address: No. 20, Dahe Industrial Zone, Longhua District,

Shenzhen, 518110, Guangdong Province, China.

Official Website Customer Support



