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MATRIX M600

LARGE FORMAT CERAMIC 3D PRINTER
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Welcome to the Matrix Ceramic 3D Printer manual.

This manual will guide you through the step-by-step process of assembling your 3D clay printer,
as well as provide instructions for your first print.

For your safety, please read the entire manual before operating the machine.
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Introduction

X Axis Motor
XEHEEA

Extruder
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Electric Putter
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Nozzle Setter
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Y Axis Motor
YEHERA

Feeding Tube

Aluminium Profile
sRBUAS

Z Axis Screw Rod
z ML T

Z Axis Smooth Rod
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Printing Platform
FTENF &

Full Color Touch Screen
TEMIER



Parameter

X

Technical Principle/ A RIE

DIW (Direct Ink Writing)/ Fa&TiEES

Molding size/ i A=A

400 x 400 x 600 mm (LxWx H)/( £ xZE x5 )

Cartridge Volume/ #E &4 5L/9KG

Layer thickness/ EE 0.4 -1mm

Feeding method/ i¥#l755¢ Electric putter+Screw extrusion/ EBEfEFF + 1257
Nozzle diameter/ IFIEEHZ 1.6-3.3 mm

Printing speed/ TENEE

10mm/s - 40mm/s

Supporting materials/ Z#517§l

Pottery or porcelain clay, Viscous fluid/ faiE. &iREE5# 7

Operating system/ ZIHE(ER 4

Windows, Mac, Linux

Slicing software/ 1715 &%

Cura, Slic3r, Simplify3D etc

Support file format/ 3524 1&=

.STL, .Gcode, .OBJ etc

Interactive mode/ ZE /5=

Full color touch screen, SD card, USB connection/ £%:fiti%f#, SD £, USB B£#l

Input voltage/ i N\ EEE

100-120Vac/200-240Vac~50/60Hz

Output voltage/ itH &

24V/15A Max 360W

Machine size/ 128 R~T

800x 1100 x 1000 mm(LXxWxH)/(ExZE x5 )

Package dimensions/ &R~

900 x 800 x 400 mm(LXWx H)/(Ex%Ex &)

Package weight/ i EE

46KG




Machine Accessories

OBase
[FEFE

@Top
ToiED

(®z-axis Printing Platform
ZHFTENE S

©®Motor reducer
BALBIREZS

@05L Cartridge
5L #HE

@Cartridge Holder
4123 [E 2 JEE

HzsBclF

@Aluminium Profile*4
RERS

N

@cCartridge Cover
BEET

(BScrew Rod*2 &Rod*4 (6Extruder Holder (@MTouch Screen ®AIll metal Extruder
241F*2 & Fhir4 B ZiE EEANRF EEEBHFE

> @ ©

@B Clamp*2 sealing Ring & Sealing Block  @Anti-Rotation Flange @Thrust Block
36 BHERBRIEER BhhieE= IR



Machine Accessories

®Threaded Push Rod
WRUGET

@Feeding Tube
FERE

HesEo it

t Q&

@®Motor Reducer Cable @»Putter Hanging Plate @®Putter Fixing Plate @Coupling @0Screw Fixed Bearning @DBolt Nut Kit
AR E R AT ER AT EER BXEhEs LT [E TE ey eSS0

- é\\ ]
@Nozzle Setter @USB Data Cable @Power Cable @DAllen Key*6 @Cartridge Aluminum Profile @Cartridge Adapter
MBI IR E 2 USBEEL: IR INAIRF*6 B R R CRICEEEES

@Clips*2
K+

@05L Gasket
5L A



Machine Upgrading Accessories (Gifts)

MRt (IBm)
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32Z-axis side limit cable
ZE B RRN S 4

@YDirect Extrusion Plate
HEF R

3dDirect Extrusion Connector

33Z-axis side limit bolt
HiEpiEsk

@DZ-axis side limit
ZEMH BR84S

ZHA A BRAL
The®D,82,8 are upgrade parts for the Z-axis side plan and do not require installation./3D,82,3ZF44 A Z4MMIN T =R T4, EF SR EE,
4 TR,

The @ and 85 parts are direct extrusion upgrade solutions and do not require installation./6d F1COFH ABEIEFFHFAR S E
The 66 and 37 parts are spare parts for the extruder and do not need to be installed./0 FICVF(F ST HI B AT, %EE—Z—E"Z%

Z aSe \//:
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@Needle* @MDF*

@Grease*
i R

e =
716, 1.9, 23, 25, 3.0, 3.3mm,

@Micro SD*
Micro SDf*

@INozzle*12*
MG+ 12%

The inner diameter of the free nozzle is: 1.6, 1.9, 2.3, 2.5, 3.0, 3.3mm./I&ZREERNR T :

OCo

GDACE Extruder Sleeve

GOEXtruder O-ring
ACEFTHHNER

FTHAORLE

—

@Zip Ties @Tape
Rekw oG]

P

*This item may be restricted according to custom policies in certain regions. If you are unable to locate the item in the packaging, we kindly suggest contacting your local retailer for similar products

ERESERHRINZYGE, RITRINERA SN TERI LM,

@SD Card Reader
SDRIEF23

@®Bobbin
ST

* XM SR T REIRIE R LU X AB R BURZIR., WMRA
*The accessories on this page are machine upgrade accessories and are given as gifts. There are differences due to different machine versions. If there are problems such as missing, reissue will not be issued

* ATUEBHNNSZARES, NEm. BSRARREEER, UWRREFEM, FFHE,



Step 1 - Main Body Assembly

B FIRAR
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4*M8-10 screw/1Zfs

1. Place the base on a flat and even sur-
face.

1 B RERETIENSE L.

2. Rotate the base by 90 degrees. 3. Take 4 aluminum profiles from the

package.

2. WBIEE e 290 3. NE B4R

4. Fasten each aluminum profile to the
base using 4 M8-10 bolts.

4. {FFRATIMS-101212 18 S REM S REEE,

5. Rotate the base back to its original
position, facing up.

5. G e ol IEE 8 L RINIE.

4*M8-10 screw/1Z&f:

4 .
L0

6. Place the Z-axis printing platform in
position.

6. MEZHITENF A&,

7. Secure the top using 4 M8-10 bolts, 8. Insert 4 Z-axis smooth rods.
ensure that the motors are on the same

side as the power switch.

7. {ERABMS 10812 EEINER, MRS BIRITX
2 E—M.

8. RRARZHICH

9. Insert 2 Z-axis screw rods.

9. RR2IRZH LT,

10. Attach a Z-axis coupling at the bot-
tom of each screw rod and ensure it is
tightly fastened.

10. BT BOUTREPINEZMEGES, FHRREE
T,



Step 2 - Parts Assembly

B BFAR

o eI S =3
T ‘\‘:\\“-’LII[L\‘ R | e e R s \\\\\ .
N
‘ | N TR i ® 4*M3-8 screw/iZt:
,,,,,,,,,,,,,, [ { u/\(\\;

= E il |H H ‘
11. Identify the front face of your machine 12. Assemble the Z-axis top bearing on 13. Unscrew the top X-axis cover. 14. Unscrew the X-axis limit switch, and 15. Attach the extruder holder with M3-8
using the diagram reference. Now, let’s each screw rod using 2 M3-6 bolts, and connect it with cable X (refer to the ca- bolts (4 in total) and screw back the
start assembling the parts. tighten the small black screws on the ble diagram). X-axis cover.

bearing.

NERERSEMRNSNER., IE, HIFRER 12. {EH2FIM3-6IR e FE B ARIRLUT LR Z4M T ER 4 13. 7 FXHERE F o 14. 37 TXHPRAIFT R, EFIXHRUBL(SEBLE 15. (EAR4BIM3-8I212EIESTHER 2R (H4%) , &
=, A, FEEMA LN/ NEERL, ™) e EEMLEXMET .

[ M5-10 screw/i2f:
| il -
Incmafl| l H

16. Put the extruder into the holder. 16. Connect the touch screen to the 18. Install the putter hanging plate on the 18. Insert the putter into the putter hang- 19. Add the feeding tube and MDF plat-

cables on the machine’s right side, and machine’s left side, and secure it with 2 ing plate, and secure it with lock bolt form (do not remove the film).
secure it with an M5-10 bolt and T nut. M5-10 bolts and T nuts. M5-10.

16. BH HBRLRERRRE, 17. RER R EEN S A MAEX N B EEO, HA 18. FEMER A M LRI, FA2HMS- 108212 T 19. BT EMHE AT R, FFAMS-101812EE . 20. RIMARENARTE (B2HER) .
M5-1082 12 FITELZ B EIE ., BZHEE,
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Step 2 - Parts Assembly

BT BHAR

Install T-Nuts.
LAETRIERG

Use 2 M5-10 bolts and T-nuts to install the putter

hanging plate.
{#EF21"M5- 1089122 FITEUER L putteriEiR,

First, fix the bolt and the
T-nut, then put the T-nut into
the groove of the aluminum
profile in a parallel direction,
and quickly tighten the bolt
clockwise so that the T-nut
rotates 90° in the aluminum
profile and gets stuck in the
groove of the aluminum pro-
file.

Install 5L cartridge aluminum profile
LaoL HERE

BRI STREREE, 1
BT T A SRR RIS
A, IRRSEHRIETRIRE, F15
IREHEIREIA Ede 90° R 1ERE
EA.

The distance between the beam profile and the top
is 148mm.

TR SThimiERE /9148mm,

10



Step 3 - Assembly Instructions

== A5

1. Please refer to the electric putter assembly instructions for electric putter assembly: https://www.eazao.com/downloads/
1. BB EMEZEES I B R HEZE BB https://www.eazao.com/downloads/

2After installation is completed, grease can be applied to the Z-axis screw and the screw of the electric putter.
2 Z5Tk Al LA ZAR L A AN EE s T RV 224 _EVRIKiE B RE.

3.The feedin tubegasses through the elongated slot at the top to prevent the feeding tube from interfering with the printing model.

3IEFEMNIRE Béﬁitd‘ LREE, BhIbEHESTTEMERRETS.

*Refer to the assembly and usage tutorial video: https://youtu.be/i4ZXauQA|Dc?si=CGB6e4aOyWJfy2bQ

*SEARAERZFEMN: https://youtu.be/idZXauQAjDc?si=CGB6e4aOyWIfy2bQ

11



Step 4 - Voltage Range

B RN

Warning:

Before turning on the power for the first time, you must check whether the
power supply voltage complies with local standards! ! !

If the voltage gear is wrong, it will burn the circuit.

e .

FXFTHREIRR, YR ERREEESRMFEIMINE! | !
NRENLEN, SKRERFEES,

12

115/230V is selected by switch.
Before power on please check
input voltage avoiding damage.

In this state, the voltage is 115V, which is
suitable for countries such as the United
States, Canada and Japan.

HWIRESTR115VEE, ERTEE INEAFH

115/230V is selected by switch.
Before power on please check
input voltage avoiding damage.

In this state, the voltage is 230V, which is
suitable for countries such as China, Germa-
ny and the United Kingdom.

AR TH230VEEE, BRTFE, RBENR
EFE=R.



Step 5 - Cables

Insert the X-axis motor cable: Connect the 4-core ca-
ble marked with X number to the X-axis motor.

HEAXEHEBHNEG: SIREXSERI4TEET S XHEBTERE,

Insert the E-axis motor cable: Connect the 4-core ca-
ble marked with E number to the E-axis motor.

IRAEMHFBIZ: SIrEESTBRI4 S LS SEMBIIEE,

BLT: &%

Plug in the Nozzle Setter Cable: Insert the cable
marked with the Z number.

BABRBIRERL: SinEZSBIENE.

Inserting the electric putter cable: insert the electric
putter cables.

RN FREMEFT RS : 1S EEaHET AL ST IE.

13

Insert the Y-axis limit cable: Connect the 3-core cable
marked with Y number to the Y-axis limit switch.

HAYHIFR(IZ: Sir8YSHBRY3EELS VR RIEE.

Insert the Y-axis motor cable: Connect the 4-core ca-
ble marked with Y number to the Y-axis motor.

TEAYHIFRINZ: SinaYSHR4ELELS VIREBTIESE.

Insert the X-axis limit cable: Connect the 3-core cable
marked with X number to the X-axis limit switch.

HEAXHBR(IZE : SR EXSIBRI3 TS S X MR RiER.

.

Insert the screen cable: Insert the screen cable into the
screen rear case, pay attention to the direction.

MARREE: KSRSLSBAFRESRT, TR,



Step 6 - Platform Leveling

Turn on the power on the back of the
printer and click "Tool".

FIFHTENN S EREER, 15%5% “"Tool” |

Before leveling, you need to ensure: the
distance between the nozzle and the
printing platform > 30mm.

%ﬁ(ﬁﬁﬁ%@ﬁﬁ: IR SHIENFaIES >

mm,

B15: FAET

ReadyPrint>Tool

= || P| AL
Extrusion Move Home Leveling

== @
Putter Back

When printing for the first time, level-
ing is required and select "Leveling".

EVXFIED, FTEHITAY, it
£ "Leveling” ,

Place the nozzle setter on the center of
the printing platform. (The nozzle setter
needs to be removed after the nozzle is
triggered.)

BRI IR e ST TEIFE PRVE.  (
SRR AR RIS IR ERRTE. )

ReadyPrint>Tool>Leveling

a

Click point1,2,3,4,5 in turn to perform
leveling.

xR mifpoint1,2,3,4,5, #HTEYF.

-
=t

Distance 0 - 0.1mm
> BEEO0-0.1mm

=

The nozzle will first move to the cen-
ter of the build platform, triggering
the nozzle adapter. Then the nozzle
moves to point1.

BESE AR TEIESR, itk
[REsERces. AEEEEsIZIpointl,

3

Platform down
LT

1]

—/

Adjust the four leveling nuts under the
Brlntlng platform to adjust the distance

etween the nozzle and the platform to
0-0.1Tmm.

ETFTEDFE S RO RIPUEEIRE, (EmE
S¥EriEEETE0-0.1mm,

14
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Step 7 - Prepare for Printing

BT FTHIRDES

ReadyPrint>Tool

= || AL
Extrusion Move Home Leveling

B (&) &
Settings Printing

Clay pre-extrusion settings, select Click "Putter" and "Extrusion” re-
"Tool". spectively to pre-extrude the clay.

PR HHIRE, 1% “Tool” aalmts “Putter” #1 “Extrusion”

TR . “Load” , HEMTRIH,
FEE, “shutdown”

Equipment assembly:

1. Install the electric push rod and fill it
with cla?/

2. Install the electric push rod on the side
oft’)che printer and insert it into the feeding
tube

Clael pre-extrusion:
1. Click "Tool" -> "Putter" -> "Load", the
cIay enters the extruder from the feedmg

ip

5 After the clay enters the extruder, click
"Shutdown" to stop feeding, and click
"Back".

3. Click "Extrusion” -> "In", the extruder

starts to extrude clay.

4. After the cIaK is smoothly extruded from

the nozzle, click "Shutdown" to stop extru-

sion, and click "Back".

15

ReadyPrint>Tool>Putter

"Load", the putter moves forward,
Unload the putter moves back-
ward. "Shutdown”, the putter stops.

ReadyPrint>Tool>Extrusion

Extrusion: Omm ?
Out

OFF || & || < || M
Shutdown Low

"In", the extruder feeds material,
"Out", the extruder returns material.
"shutdown", the extruder stops.

load” |, #E , BRHEALERL,  "Out” | B
, TEFH%JJZO LEH “shutdown” , Tu'clﬂ‘ f=1t,
RREE:

1. Lo aHET, FERERER, .
2. J—JEEEJJJ:EH&zf%?‘ FTENHLMGA, FHENER

E.o

B’],}l'éi‘ﬁiﬁl':l:.'
\\\\\ iy “Tool” -> “Putter” -> “Load” , Bg

/EMLH BB
ZBﬁ,EﬁATFHjﬂ‘TL}: & “Shutdown” f&1F
=#, M “Back” .
3.8 “Extrusion” -> . BRHATFFeE

BElfe.
{;B’@?Fé}\kﬂﬁﬂ%lllﬁﬁfﬁtﬂﬁ . B3 “Shutdown”
(E1EHFEH, =t “Back”

(]



Step 8 - Start Printing

B\ FHATTH]

Printing:A pot.g

ReadyPrint >FileSys ReadyPrint>...>ChooseFile

0%

G +D 00:00:04 (@1
@

= E %
=
S G DV N o N T e e R S Cura con
@ figurati Driver

Printing

= o

To start printing, select "Printing". To use a USB card reader, please Select the sliced "Gcode" file to

click "USB". print.
FFIG$TED, 1% “Printing” . . X e
{EFBUSBiZ+Ra§, iB/_E "USB" . JEiE?:%t)JJ—*lt?EI’SI "Gcode” 41T

E!‘ ‘Y:\ RSN Tool>Move s | 1. After confirming the printing,

| | the nozzle moves to the center of
S LH:J b O Q i the printing platform.
?J X+ Y+ Z+ 10mm
| RAIRARRYAIR
>30mm X- Y- z- Back

Before starting to print, you need to

2. The nozzle setter needs to be
manually placed in the center of
the printing platform. After the
nozzle setter is triggered, remove
the nozzle setter.

1 ESASTED/S, AR TEIP Ao
B,

RIS TE R I E T TE]

ensure that the distance between the If you are not satisfied, you can move Tathin, [EE S ERERMA S G
nozzle and the printing platform is > the printin%/lplatform down through AT A

30mm. "Tool" -> "Move" -> "Z+".

THnt]ElRl, FEMRRESHEFaIE AR, BNEid “Tool” -> “Move” -

& > 30mm, > "Z+" , A NEHIEFE.

16



Step 8 - Start Printing

B/\&: FHATTH]

1. Babystep settings/ Babystepig&

Printing>Operation>Babystep Unknown command:

]/ : B/

© J < PG || e
{ & Y+ zZ+ 0.1mm
(/”*\ - NRFTENEEBRAEMEEITENFES £, eI TITERE,

| 0 Q i “Option” -> "Babystep” -> "Z-" , S4TEN¥am L#%n, EEREEMEEIIENYE
\_ ¥ \ Y- ] Back F. (EFET)H#EI0.1 mmy

Switch the touch screen language: Click "Settings”, click "Language®, and select the lan-
guage you need.

If the first layer of clay cannot be attached to the printing platform, the following opera-
tions can be performed.

Printing>Operation

Click "Option" -> "Babystep" -> "Z-" to move the _?rinting platform up so that the first
layer of clay is attached to the printing platform. (The range is switched to 0.1Tmm)

Bk
ManualOff/ \ Babystep Back

2. Language settings/ IE5IXE&

ReadyPrint>Settings

2% O
Config WiFi Fan About

ReadyPrint>Settings>Language

(0] # Ru VRS FIES . R "Settings” , | “Language” , EEEFEERNIES.
itk 37N pycckuii
Es .
espafiol Back

S|4 |[@ | «
Shutdown Back

17



Step 9 - Slicing Software Settings

1. Software download and install/ ZR{F T EF1& 3k

BEND: U RRFIRE

According to the computer operating system, it is recommended to download and install the latest version of Cura software:

https://ultimaker.com/software/ultimaker-cura/

IRIEERMBVRIFRS, THHARE Cura RIFEHARA: https://ultimaker.com/software/ultimaker-cura

2.Add a printer/ FINFTENA

Untitled - UltiMaker Cura

Eile Edit Vi Settings Extensions Preferences Help

OSettings — o Printer —> o Add Printer...

Add Printer

Add printer

In order to start using Cura you will need to configure a printer.

What printer would you like to setup?

UltiMaker printer Non UltiMaker printer

Learn more about adding printers to Cura &

Extruder 1 >
Printer >
D E Configure setting visibility... S CPLA
OAdd Printer...
Manage Printers...
X

RE FTENHL FIBFTENH]
Add Printer X
Add printer

Add a networked printer

0 Add a non-networked printer v

UTTIMaRer B.V. . -
Custom FFF printer

v Custom

Manufacturer Custom
| 0 Custom FFF printer |

h LUt ol
Smoothie Custom Printer
Printer name | Eazao M600) |
> 101Hero

> 3Dator GmbH

> 3Deometry Innovations
> 3DMaker

> 3DTech

> Abax 3D Technologies

> Alfawise

Add UltiMaker printer via Digital Factory

Select "Non UltiMaker printer"
£ "Non UltiMaker printer"

o Add a non-networked printer —> e Custom FFFPrinter
R “ARINAREXFIFTENH” & “Custom FFFPrinter”

© cEnter “EazaoMe00” — O Add o
i\ “EazaoM600” =i AR

18

How to change the language of slicing software.
TR EFBIE S

Untitled - UltiMaker Cura

Extensions Preferences  Help

File Edit View Settings

Configure Cura...

M, UltiMaker Cura

D Eazao M600 v @ Generic P

Preferences —> Configure Cura ...
RIFIgE AtECura

Preferences
General
General

Settings
Printers Interface
Materials Language*: English v
Profiles Currency: €

Theme*: UltiMaker v

Slice automatically

After selecting the language you need, you
need to restart the Cura software.
REREFEENES G, FEERCuraiift.



Step 9 - Slicing Software Settings

BEND: U RRFIRE

(3 Machine Setti x , . .
@ Machine Settings @ Machine Settings *

Eazao M600 Eazao M600 | Refer to the figure to configure the visibility of the
Printer Extruder 1 i Printer Extruder 1 SI|C| ng SOftwa re SettlngS.
SHRNE, BB R g ErT 1%
. . . . . (=] =
Printer Settings Printhead Settings Nozzle Settings = nn I:I . ) t)J A < H JL’ o
X (Width) 4200  mm X min 20 mn ‘ Nozzle size 23 .m | Please use a 12G needle.
‘ _ - BHER 126G,
Y (Depth) 420.0 mi Y min 10 mm | Compatible material diameter 1.75
7 (Height) 620.0 mr X max 10 mi Nozzle offset X 0.0 mm Untitled - UltiMaker Cura
y . - . : Nozzle offset Y 0.0 nr . . . . .
Build plate shape . Rec@nguEr v Y max 10 mi File Edit View Settings Extensigns Preferences Helj
Origin at center Gantry Height 620.0 Cooling Fan Number 0
: Configure Cura...
Heated bed Number of Extruders 1 v Extruder Start G-code Extruder End G-code ulilu UltiMaker CU ra 9
Heated build volume Apply Extruder offsets to GCode v
G-code flavor Marlin ~ D Eazao M500 v @ Generic PLA
Start G-code End G-code
G21 ;set units to millimeters 392 Z0
G90 ;absolute positioning Gl F1500 210
MB82 ;set extruder to absolute mode G28 X0 Y400 ;move X Y to min endstops
G28 ;Home M82
Gl Z25.0 F1500 ;move the platform down 15mm MB84 ;steppers off
G92 EO0 ;extruder reset
Gl F300 E5
G92 EO0 ;The extruder is forced to zero agair -
Preferences — [m] X
M302
M163 S0 P0.87; Set Mix Factor |
163 81 PO : Se i3 cto | General . e et ege
o) on FUids seb s macter Setting Visibility Defaults
1o U .
ot

Printers v | Checkall || Al v ‘l

Set the printer and extruder parameters as shown in the figure, the configuration of Start G-code and End G-code & qually s
can copy the text below. < Layer eight Fas e
—_ S ¥ | Initial Layer Height

NEFFRIREITENNANSTHA1 S48, Start G-codeFIEnd G-codeMIER BRI LIE KT A X, 2) e iy i
ST

Start G-code End G-code: SPi——

G21 ;set units to millimeters G92 Z0 2) sppnars oo i

G90 ;absolute positioning G1 E1500 Z10 =) support Roof Line Width

'(\3/'2882 ;Iflet extruder to absolute mode G28 X0 Y400 ;move X Y to min endstops =) suppareFoor L Wi

I' ome M82 v Pr?meTower-Line?Nidth
G1 Z25.0 F1500 ;move the platform down 15mm M84 ;steppers off 0 .

G92 EO ;extruder reset
G1 F300 E5
G92 EO ;The extruder is forced to zero again

M302

M163 SO P0.87; Set Mix Factor
M163 S1 P0.13; Set Mix Factor
M164 SO
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Step 9 - Slicing Software Settings

1.Import parameter setting /S AESEISE

B
General .
Profiles Import
Settings
Printers Profiles compatible with active
. printer:
Materials
- Eazao M500
Default
Extra Fine
Normal
Draft
Extra Fast
Coarse
Extra Coarse
Fine

Custom profiles

Import configuration file: Click "Preferences" and select "Pro-
files". Click "Import" in the upper right corner and select the
configuration file in the SD card: Eazao Matrix Default con-
figg;'ation_20230520 (the file is under the Cura folder in the SD
card).

EANEENH: =20 “Preferences” |, 5% "Profiles” ., AL
B "Import” , EESD-RHNMECEN4: Eazao Matrix Default

configuration 20230520 (iZ3{4ESDRACuraX 4L mE) .

After importing the file, you can click "Profile" on the right fig-
ure and select the configuration file settings. If the import falls,
¥_ou can configure the parameters yourself by referring to the
igure on the right.

SAXHIE, FILEAESE “Profile’ , MEREHHEE, MR
ENK, WLISRAEFDRESE.

BEND: U RRFIRE

2.Manual parameter setting /Foh&#igE

;—Gg_' Eazao_Matrix_D...

Print settings

Marketplace

Profile Eazao_Matrix_Default_configuratio... v
0 =
= Quality v
Tayer Hegnt = 1.0
Initial Layer Height & 1.0
Line Width 5.0
Walls .
Wl Thickness 5.0
Wall Line Count 1
Horizontal Expansion 0.0
=. Top/Bottom .
Top/Bottom Thickness 0.0
Top Thickness 0.0
Top Layers 0
Bottom Thickness S
Bottom Layers 2
B Infill *
Infill Density 0.0
(9 Material v

¢{ Recommended

=% Eazao_Matrix D..- Fine-1.0mm B 0% & off & off -

Print settings

Profile Eazao_Matrix_Default_configuratio... '
b =
Bottom Thickness £
Bottom Layers 2
;B Infill
Infill Density 0.0
(3) Material
Printing Temperature 0.0
(%) Speed 0]
Print Speed 250
= Travel
Enable Retraction
& Support
< Build Plate Adhesion .
Build Plate Adhesion Type ¢ MNone .
552 Dual Extrusion v
¥ Special Modes
Surface Mode Normal v
Spiralize Quter Contour 2 |

¢ Recommended
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Step 9 - Slicing Software Settings
BNE: PRREFIR

PREPARE PREVIEW

Eazao M600

Object list

|
7 Pot1

V_ {
110.2x110.2 X 74.2 mm — L Ty
PPOBO

MONITOR

Pot 1 - UltiMaker Cura

File Edit View Settings Extensions Preferences Help

M, UltiMaker Cura
=% Eazao_Ma..-1.0mm B 0%

View type Layer view ~ Color
Print settings

scheme Line Type

Profile Eazao_Matrix_Default_configuratio...

o

= Quality

Layer Height @ 10
Initial Layer Height @ 10
Line Width

Walls

Wall Thickness

Wall Line Count

Horizontal Expansion

Top/Bottom
Top/Bottom Thickness
Top Thickness

Top Layers

£ Recommended

Object list

7 Pot1

110.2x110.2 x 74.2 mm

OOpenafile — o

HH—1TXHF

P®I0AI

% Eazao Ma..-10mm B 0%

Print settings

Profile Eazao_Matrix_Default_configuratio...

9
Jel
= Quality

Layer Height @ 10
Initial Layer Height & 10
Line Width

Walls
Wall Thickness
Wall Line Count

Horizontal Expansion 0.0

Top/Bottom

Top/Bottom Thickness 0.0

Top Thickness 0.0
Top Layers

<{ Recommended

@ 1 hour 35 minutes

(0]

@ 2129-71.23m

Save to Disk

Slice

R
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Step10- Q& A

BTEH Q&A

1.What must the consistency be so that the M500 can cope with it?

The noise is caused by the putter not being able to push the clay. The reasons for the noise may be: 1. The clay is too hard, you need to continue to add water to the clay. 2. Or
the claﬁ conveying system is blocked, you need to disassemble and clean it.

Since the specific composition and proportion of clay varies from place to place, the hardness of clay needs to be adjusted according to the actual printing situation. Even if
your pressure is 2.5kg, it may be difficult to extrude, because we have to consider factors such as the fluidity of the material. For example: under the same 2.5kg pressure, China
Clay has a higher printing success rate than Red Clay, because China Clay has better fluidity and China Clay dries slowly.

The hardness, fluidity, and printability need to be adjusted according to the actual situation. Make the clay as soft as possible and have better fluidity, which is conducive to suc-
cessful printing. https://www.eazao.com/blog/testing-of-six-clays-for-extrusion-3d-printing/

%.IV\;hat I}find of noi;es of the printer are normal? | noticed that as soon as the printer starts its paths, the two motors of the Z-axis "tremble"” they turn slowly and trem-
e? is that normal?

There are many reasons why the first layer cannot be completely fitted. Here are several solutions:

A. At the beginning of printing, observe the printing status of the first layer. If two adjacent lines do not fit comPIeter, you can enable the Babystep setting. Fine-tune the Z-axis
distance on the screen operation interface, as follows: Option->Babystep->Z-. If two adjacent lines fit too closely, fine-tune the Z-axis distance on the screen operation inter-
face, as follows: Option->Babystep->Z+.

On the Babystep interface, do not click Z+ or Z- multiple times, which will easily cause the Z value to be disordered and the Z axis not to drop. It is recommended to select an
appropriate stroke (0.01, 0.05, 0.1), and click several times to complete the Z-axis adjustment.

B. In the pre-extrusion step before printing, let the electric push rod perform sufficient pre-extrusion until you hear the abnormal sound of clicking, and stop the movement of
the electric push rod immediately. In this way, when printing the first layer, the clay can be fully extruded, and two adjacent lines fit closely.

Cla?/ is a non-Newtonian fluid, and the relationship between shear stress and shear strain is nonlinear. That is to say, when the clay is pushed, the clay will not respond immedi-
ately (such as deformation and extrusion), which leads to the hysteresis of clay printing.

The hysteresis here causes the clay without enough flow to be squeezed out when printing the first layer. Sufficient pre-extrusion can make the pressure of the clay in the feed-
ing system strong enough. Once the extruder rotates, the clay can be extruded smoothly, and the first layer can be printed perfectly.

For the trembling problem of the Z-axis, you can apply grease on the Z-axis screw rod (this grease can also be used to push rod of the electric push rod to reduce the wear of
the push rod). In the standard packaging of the Matrix, a tube of white grease is carried. - _ . . . _
However, the item was taken out due to reasons such as logistics providers and customs policies. If you cannot find the item in the packaging, we recommend contacting your
local retailer for similar products.

3.XY returns to the home position abnormally and makes a clicking sound.

Please check whether the limit switches of the XY axis are normal? Is there any bending? Has the wiring harness fallen off?
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Because each model is different, there may be differences between the actual product and the picture. The actual product shall prevail.
The final right of interpretation belongs to Eazao.

RASFNEARR, SSYSERTEFEEER, —LUSSYIAE, REHENIEazaofrA.

Website: www.eazao.com
Ktk : www.eazao.com
Email: hello@eazao.com
miFE: hello@eazao.com
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