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Dear customer,

Thank you for choosing ANYCURIC products.

Maybe you are familiar with 3D printing technology or have purchased
ANYCURIC printers before, but we still highly recommend that you read this

manual carefully. The installation techniques and precautions in this manual
can help you avoid any unnecessary damage or frustration.

Please visit https://www.anycubic.com/pages/contact-us to contact us if you

have any question. You can also gain more information such as software,

videos, models from the website.

ANTYCURIC Support Center

Team ANYCURIC

Copyrighted by “Shenzhen Anycubic Technology Co., Ltd ”, all rights reserved.


https://www.anycubic.com/pages/contact-us
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Safety Instructions

To avoid any unnecessary damage to the printer or individual injury,

please always follow the safety instructions when assembling and using

the machine.
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Please contact our customer service first if you have any problem
after receiving the products.

Be cautious when using the scraper. Never direct the scraper towards
your hand.

In case of emergency, please immediately cut off the power of
Anycubic 3D printer and contact the technical support.

Anycubic 3D printer includes high speed running parts that can cause
injury.

Anycubic 3D printer generates high temperature. Do not reach the
printing area during operation.

It is recommended to use protection glasses when cleaning/sanding
the printed models to avoid small particles in eyes.

Keep the Anycubic 3D printer and its accessories out of the reach of
children.

Vapors or fumes may be irritating at operating temperature. Always
use the Anycubic 3D printer in an open and well ventilated area.

Anycubic 3D printer must not be exposed to water or rain.

Anycubic 3D printer is designed to be used within ambient
temperature ranging 8°C-40°C, and humidity ranging 20%-50%.
Working outside those limits may result in low quality printing.

Do not disassemble Anycubic 3D printer, please contact technical
support if you have any question.



Printing
Technology

Build Size

Print Accuracy
Positioning Accuracy
Extruder Quantity
Nozzle Diameter
Print Speed

Supported Materials

Temperature

Ambient Operating
Temperature

Operational Extruder
Temperature

Operational Print Bed
Temperature

Technical Specification

FDM (Fused Deposition Modeling)

220 mm(L) x 220 mm(W) x 250 mm(H)
0.05-0.3 mm

X/Y/Z 0.0125/0.0125/0.00125 mm
Single

0.4 mm

20~100 mm/s (suggested 50 mm/s)

PLA, ABS, HIPS, TPU, Wood, etc

8°C-40°C

Max 260 °C
200 °Cis suggested for PLA
230 °Cis suggested for ABS

190 °C is suggested for TPU

Max 110 °C
60 °C is suggested for PLA
80 °C is suggested for ABS

60 °C is suggested for ABS



Software

Slicing Software
Software Input Formats
Software Output Formats

Connectivity

Electrical
Power Input

Rated Power

Physical Dimensions
Printer Dimensions

Net Weight

Technical Specification

Cura, Simplify3D, Repetier-HOST
.STL, .0BJ, .JPG, .PNG
GCode

Memory card; Data cable (expert users only)

110V / 220V AC, 50 / 60 Hz

400 W

487 mm(L) x 433 mm(W) x 645 mm(H)

~7.5 kg




Packing List
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Spring Washers (4PCS)

i Bt M5 x 45 Screws (4PCS)
=
M5 x 14 Screw (1PCS) .
Touchscreen M5 x 6 Screws (2PCS) Filament Holder M4 x 6 Screws (3PCS)

Spare Nozzle

R Type Cable Clamp Cable Clip Spare Teflon Tube
_ [T
Power Cord Data Cable Card Reader Memory Card
Filament = l
N g pl
LB y
Grease Tool Kit

Filament For Test

Assembly Instruction

* All pictures shown are for illustrative purposes only. The actual product may
vary due to product optimization.




Product Overview

Front

Filament holder

Print head e Proximity switch

Printing platform

Y belt tensioner Touchscreen

Data cable port Memory card slot



Product Overview

Back

Lead screw

X belt tensioner ——
X motor

Z motor

Voltage regulator _
Power switch

Y motor



Menu Directory

File List 9 Prepare 9
% Leveling
ﬂ Preheat
I A H{}H v l Filament
a ¢ + ¢ ‘ @ Print ’
ANYCURIC
.g.” E
Print Prepare
X ¢ Tools 3 System 3
Tools System
(—I—) Move Axis
Main menu B  tenguage
@ Temperature
L I‘)) Voice
6) Speed
e About

% Motor
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Menu Directory

Print

File List:

File List O Return to main menu

File list

Refresh the list

Page up | A II{} H \Y ] Page down
Print the selected file

in memory card ‘ @ Print ’

Prepare

Leveling:

Leveling |

Click to heat the print head to
target temp and level the

4y .
platform automatically 7+ Auto-leveling ) ) )
Click to fine-tune the distance
Py between nozzle and platform
= Z-offset after auto-leveling
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Menu Directory

Preheat:
Preheat 9
Click to set extrusion temp (0-260°C) Click to set bed temp (0-110°C)
Display current / target Nozzleme Bedme Display current / target
temp of nozzle 40/190 32/60 temp of bed
PLA
RIS i ULy Click to preheat PLA
ABS
Re1 Preheat ABS Click to preheat PLA
Filament:
Filament 9
EQ Temp Display current / target
_ . 23/230 temp of extrusion
Click to automatically heat the /
print head to target temp, and
click again to feed the filament | Filament In Click to automatically heat the
print head to target temp, and
4m]  Filament Remove click again to retract the filament

Stop filament feeding
or retracting

®

Stop
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Tool

Move Axis:

Menu Directory

po

Move Axis

Unitmm 0.1 1.0 10

Set the step distance of motor

Move the platform forward ¢ ? Move the print head up
Move print head to the left |4 X | ‘ X >| Move print head to the right
Move the platform back s $ Move the print head down
Click to move the print head to the
. L x X-axis zero zero position in the X axis direction
Click to move the platform to the
zero position in the Y axis direction vl Y-axis zero
Click to move the print head to the
L Z-axis zero zero position in the Z axis direction
zj—"‘ Home All Click to home all
Temperature:
Temperature )
Current Bed Temp
Display the current temp of bed 23 Click to set bed temp (0-110°C)
Target B%d Temp
Reduce bed temp = 60 o Raise bed temp
Current EO Temp
Display the current temp of extrusion 35 Click to set extrusion temp (0-260°C)
Target qO Temp

Reduce extrusion temp

’T‘ 190 ’T‘

Cut off the power to hot-end
and heated bed (only valid
when machine is not printing)

Raise extrusion temp

| % Cooling

o]
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Menu Directory

Speed:
Speed :)

Current Fan Speed

0 % Click to set fan speed(0-100%)

Target F%an Speed
Decrease fan speed = 0 % 45 Increase fan speed

Current Print Rate

100 % Click to set print rate(0-500%)

Target P|rint Rate

Decrease print rate - 100 % + Increase print rate

| © x|

Motor: Disable all motors (only valid when machine is not printing).

System

Language: Change language (English / Chinese).
Voice: Turn on/off the screen sound.

About: Display the information about the product.
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Installation

1. Be cautious during assembly as some parts may have sharp edges.

2. ltis suggested to use a flat desktop and place the parts in an orderly
manner for quick assembly.

3. The color of some parts may be different from what in the manual, but the
assembly is the same.

4. Firmware has been pre-uploaded to the motherboard. After completing
the assembly, please level the platform and load the filament then you
could start the first test print.

Note: Every unit of the printer has been inspected and tested for printing.
Therefore, in some cases, there might be very small marks left on the print
head or on the heated bed. Those will not affect the printing quality and those
mean the printer has been tested for the quality. If there are some tiny
scratches on the aluminum beams or slight unevenness on the platform, it is
normal and won't affect the printing quality. Thank you very much for your kind
understanding.

Team ANTCURIC



Installation

1. Use a cable clip to secure the cables on the base.
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Installation

2. Turn the coupler to raise the X axis. (Back side)

Coupler
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Installation

3. Install the frame. (Front side)

Make sure the Z aluminum
beam is accurately mounted

onto the groove of the base
aluminum beam.

Spring washer
M5 x 45 Screw

18



Installation

4. Install the screen. (Front side)

M5 x 6 Screw

19



Installation

5. Install the filament holder. (Back side)

' i<— M4 x6 Screw
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Installation

6. Wiring: connect all these cables to their ports following the corresponding
label. (The cables are packed under the heated bed, please tear off the tape
and pull out the cables carefully.)

Do not connect or disconnect any cables when the machine is powered on.

Do not twist the
cable. Keep the

cable moving
smoothly.

1 Print head
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Installation

7. Secure the print head cable to the bracket with an R type cable clamp and
one M4 X 6 screw. (Back side)

M4 x 6 Screw
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Check Before Use

1. D-shape wheels

D-shape wheels of the base and print head may be loose due to transportation.
After assembly, place the printer on a flat desktop and check the wheels.

(1D X axis: Shake the print head manually. If it wobbles, tighten the wheel by
rotating the eccentric nut with an open-end wrench until the print head does
not wobble and moves smoothly along X axis.

(2)Y axis: Shake the printing platform manually. If it wobbles, tighten the two
wheels by rotating the eccentric nuts with an open-end wrench until the
platform does not wobble and moves smoothly along Y axis.

23



Check Before Use

2. Belts

Please tighten the belt tensioners if the belts are loose.

;

tensioner

Y-axis belt te
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Leveling

Leveling the printing platform is a key step in 3D printing, which determines to
a large extent whether the model can be reliably adhered to the printing
platform. If the distance between the nozzle and the printing platform is too
wide, the model will not adhere to the printing platform properly. If the nozzle
is too close to the printing platform, it will hinder material extrusion and
scratch the platform. Once leveled, it is not necessary to level every time before
each printing.

Anycubic Kobra supports auto-leveling, which is easy to level the platform.

* Before leveling, please ensure that the platform and nozzle are clean and free
of foreign matters to avoid affecting the leveling effect.

* Only the build plate with metal surface can be detected by the proximity
switch. Auto-leveling does not work for build plates with non-metallic surface.

1. Select the correct voltage mode according to your local voltage ratings
(~110V or ~220V) before plugging in. The red switch is inside the power
supply casing and 220V is a default setting. A hex key can be used to move
the switch. Finally, double check the wirings, plug in the power cord, and
power on the printer. (Back side)

3 =
B B

230V 115V
115/230Vis selectedbytitch. |
Before power onplease check | |
inputvoltage avoiding damage.

In some cases, 220V labeled as
"230", 110V labeled as “115"

25



Leveling

2. Before leveling, use a metal tool such as the included wrench to touch the
proximity switch and the indicator will light. If the indicator still does not light
after repeated touching, please contact the after-sales service.

3. Return to main menu, click Prepare — Leveling — Auto-leveling— OK on
the pop-up interface. The print head and heated bed will be heated up first,
then the print head will probe the spots on the platform automatically. This will

take a few minutes, please be patient.
* Please do not touch the nozzle and heated bed to prevent scald.

w © - c Prepare :) Leveling :)

v oJ .
_— Lewveling .
, - Auto-eveling ’
u\‘\ S‘\\

ANYCURIC L —=
Pre??éx. ¢ {\‘

G
sle

ﬂ Z-Of'\f;é-L

Fil

3 PE%\ @  Flamen
L

)RR -

Tools System

«

ot
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Leveling

The probing will start,please
confirm to continue!

4. After probing the platform, put a piece of paper onto the platform, click Z
offset = + or — to adjust the Z-axis height until the nozzle touches the paper
(feel slight drag resistance when pull the paper), then click OK .

| Z-offset s

(=) o
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Loading Filament

1. Return to main menu, click Tools — Move Axis , click z continuously to rise
the print head, so that there is enough space for loading.

=~

“c -+ © Tools 9 . Move Axis ho

\ wienm 0.1 1.0 [N
$ Movg s A

% W A
yr | .
@ Temperature A g
ANYCURIC . .
ey ¢ EEEE l L ox X-axis zero ’
g g U | Y-axis zero ’
Print Prepare % Motor
- Z-axis zero ’
& g
ZJ_.X Home All ’
Tool@ System

2. Return to main menu, click Prepare — Filament — Filament In, and the
heating up interface will pop up, click “OK".

w © - c Prepare :) Filament D

EO Temp

- Leveling 23/230

ANYCURIC D] o
—_— ﬂ Preheat —_— AT, T

& Filgent &)  Filament Rem q
Pre'jG:J Y [ \‘I l @ . ‘

% || %] -

Tools System

ot

Print
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Loading Filament

The print head temperature
is too low and the machine
is heating up automatically.

3. Cut the end of the filament at a 45 degree angle and straighten the filament,
then place the filament spool on the filament holder.

29



Loading Filament

4. Check the temperature on the screen. When the nozzle reaches the target
temperature, click “Filament In” again. Press the extruder handle and insert
filament into filament intake until the filament is fed by the extruder and
melted through the nozzle. Now, click “Stop”.

* Please clean the filament residue on the nozzle tip.

Filament D

EO Temp
230/230

| | Filamegt In ‘

E Filament R:i,_ L

@ = |

Filament :)

EO Temp
230/230

I | Filament In ‘

d
<

| E Filament Remove

@ Sto
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Loading Filament

Supplement:
During feeding, if the extruded filament is not smooth or too thin, please adjust
the extrusion force by rotating the knob as shown below.

« If the filament is not extruded or extrusion is not smooth, please increase the
extrusion force by tightening the knob.

« If the extruded filament is too thin, please reduce the extrusion force by

loosening the knob.
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Printing Models

After the leveling and filament feeding are completed, the printing can be
started. A printable file "owl.gcode" has been preloaded in the memory card
and the users can print it directly.

*In order to let the printer better recognize the GCode file in the memory card,
you need to back up all the files in the memory card to the computer, and keep
the memory card only for the GCode files. Please save all the GCode files in root
directory of the memory card.

* GCode file name should only contain English letters, underscore and space.

File name contains special characters could not be recognized by the printer.

1. Insert the memory card into the memory card slot, and choose the “owl.gcod
e” file to print. (owl, author: etotheipi, www.thingiverse.com)

Metal side faces up

n © S o c File List 3
\ owl. gcode%o

ANYCURIC

%i\ 2 ES|EAna
|| o & 0]

Tools System L

v
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Printing Models

* Before printing, the nozzle will start heating after the heated bed reaches
target temperature. When the temperature reaches target value, the printer will
start printing.

2. There might be three kinds of results for the first or second layer of the test
print:

(D Nozzle is too close to the platform, resulting in insufficient extrusion of
filament.

Filament

!
TIONSRETSS

(@ Proper distance between nozzle and platform can achieve the best printing
effect.

Filament

|

==

3 Nozzle is too high and the gap is large, which lead to poor adhesion of
filament to the platform.

Filament

'
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Printing Models

The printing effect @ and 3 can be improved by adjust Z-offset during printing.

How to adjust the Z-offset:

Click Settings on printing status interface, then click “+" or “=" of the Z-offset
to adjust the distance between nozzle and printing platform and observe the
printing effect.

Status Settings D
File Print Rate
owl. gcode 100
EO Temp 190
Time Progress
0 HOL M 1% Bed Temp 60
EO Temp Bed Temp Print Rate 100 %
190/190 60/60
$»  Fan Speed 100 %
e Z-offset EI 0. 00
_@ Pause ’

e o
-
& - |

\‘\ 4
\

+ In case of configuration @, please click Settings — Z-offset — =+ to rise the
print head.

+ In case of configuration ®), please click Settings — Z-offset — — to lower the
print head.

* After adjusting the offset setting, click "OK" on the settings interface, and the
offset will be effective for subsequent printing; if you only click the Return
button without clicking "OK", the offset will only be effective for this printing.

34



Printing Models

Please adjust the Z-offset patiently until the effect likes @. If the printing effect
is still not good after multiple adjustments, please stop printing and level the
platform again.

3. The nozzle and heated bed are still at a high temperature when printing is
finished. Make sure to wait for nozzle and heated bed to cool down before
removing the model from the printing platform.

*Tip: To eject the memory card, please press it.

* Note: After pausing printing, the melted filament may fall onto the model.
Please remove the excess filaments on the nozzle and model before continuing
printing.

35



Removing filament

1. Return to main menu, click Tools — Move Axis , click z continuously to rise
the print head, so that there is enough space between the nozzle and platform.

n c - c Tools :) Move Axis b
\ Unitmm 0.1 =0 m
. A A
(—]:—) Move\,\l}\\fs 7
y S 0
@ Temperature -
ANYCURBIC E
’ ») d
— ¢ Spee l [ X-axis zero ’
g g : v Y-axis zero ’
Print Prepare % Motor
Z-axis zero ’
20
e ;
X\\ ZJ_.X Home All ’
Toolg?\\ System

2. Return to main menu, click Prepare — Filament — Filament Remove, and
the heating up interface will pop up, click “OK".

w © - c Prepare :) Filament D

EO Temp
= i 23/2
A Leveling 3/230
ANTCURIC
. ] —> ﬂ Preheat —_— l »:| Filament In ‘
g‘y & I E Filament Remgue
Fila@ent 3
i h
& Prep@t} ! % \‘I l @ Stop \‘\
% || ] -
Tools System
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Removing filament

The print head temperature
is too low and the machine
is heating up automatically.

3. Check the temperature on the screen. When the nozzle reaches the target
temperature, click Filament Remove again. The extruder will extrude a few
filament first and then retract it to the gear. You need to pull out the filament in
time to avoid clogging. If you can not pull it out, please press the extruder
handle and pull it out quickly. Finally, click Stop .
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Introduction to slicing software

3D printer reads GCode file and prints. It is necessary to convert 3D files (such

as stl file) into GCode files for machine to recognize. Software that convert 3D

files into GCode files is called slicing software.

Introduction of slicing software:
Cura Installation

Machine Settings

Import the Configuration File
Manipulate 3D modelin Cura
Slice and Preview

Print Offline and Online

o v b w N o=

1. Cura Installation

Double click Ultimaker_Cura-4.2.1-win64, and follow the steps as shown

below.

* Ultimaker Cura 4.2.1 is used for example here, please refer to the memory

card for the actual version.

n n

* File path: Memory card — “Files_ English_Anycubic Kobra” — “Cura” —

“"Windows" or “Mac”.

B Ultimaker Cura Setup — @ G Ultimaker Cura Setup — @
License Agreement

Welcome to the Ultimaker Cura
Setup Wizard

This wizard will guide you through the installation of
Ultimaker Cura.

“l"” | = f- It is recommended that you dose all other applications
| before starting Setup. This will make it possible to update
relevant system files without having to reboot your

ltimaker !- computer.
W ageL Click Next to continue.
[ 0 .-
Ll J L—
—

Flease review the license terms before installing Ultimaker Cura.

Press Page Down to see the rest of the agreement.

GMNU LESSER GEMERAL PUBLIC LICENSE -~
Version 3, 29 June 2007

Copyright {C) 2007 Free Software Foundation, Inc. <http://fsf.org/>
Everyone is permitted to copy and distribute verbatim copies
of this license document, but changing itis not allowed,

This version of the GNU Lesser General Public License incorporates
the terms and conditions of version 3 of the GNU General Public
License, supplemented by the additional permissions listed below. w

If you accept the terms of the agreement, dick I Agree to continue. You must accept the
agreement to install Ultimaker Cura.

<Back Cancel
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Introduction to slicing software

G Ultimaker Cura Setup — f
Choose Install Location

Choose the folder in which to install Ultimaker Cura.

G Ultimaker Cura Setup — j
Choose Start Menu Folder

Choose a Start Menu folder for the Ultimaker Cura shortouts.

Setup will install Ultimaker Cura in the following folder. To install in a different folder, dick
Browse and select another folder. Click Next to continue.

Destination Folder

Space required: 553.6MB
Space available: 160.1GB

Mullsoft Install System vz, 51

Select the Start Menu folder in which you would like to create the program’s shortcuts., You
can also enter a name to create a new folder.

3s0EFE L "
7-Zip

Accessibility

Arcessories

Administrative Tools

Adobe Photoshop C56

AutoCAD 2014 - B A7 (Simplified Chinese)

Autodesk

Autodesk ReCap

caDitnEE

ChiTuBox 1.3 Y

[JDo not create shartcuts

Mullsoft Install System vz, 51

< Back Cancel < Back Cancel
G Ultimaker Cura Setup — @ G Ultimaker Cura Setup —
Choose Components B ~
Choose which features of Ultimaker Cura you want to install, Completlpg the Ultimaker Cura
Setup Wizard
Check the components you want to install and uncheck the components you don't want to Ultimaker Cura has been installed on your computer,
install. Click Install to start the instsllation. Fata 4
m““ EU_ Click Finish to dose this wizard,
Select components to install: Ultimaker Cura Executable and Data Files l
Install Arduino Drivers Itimaker |~
[ Install Visual Studio 2015 Bedistributable iwagss
Open AMF files with Cura b e
pen 3MF files with Cura
pen OB1 files with Cura
pen STL files with Cura J =
Space required: 553.6MB pen X3D files with Cura — :
Mullsaft Install System v2.51
< Back Cancel < Back Cancel

* Printing online requires the installation of a driver, as shown below. If you

don't print online, you don't need to install it.

4
7 E=] Windows Security

™ Publisher: Adafruit Industries

Would you like to install this device software?

Mame: Adafruit Industries LLC Ports (COM & LPT...

Always trust software frem "Adafruit Industries", Install

1) You should only install driver software from publishers you trust. How can | decide
which device software is safe to install?

Don't Install
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2. Machine Settings

Upon completion of installation, the first launch of the software will display the

Introduction to slicing software

following welcome screen. Click Get started to start the machine settings.

User Agreement

®

Disclaimer by Ultimaker
Please read this disclaimer carefully.

Except when otherwise stated in writing, Ultimaker provides any
Ultimaker software or third party software "As is" without
warranty of any kind. The entire risk as to the quality and
performance of Ultimaker software is with you.

Unless required by applicable law or agreed to in writing, in no
event will Ultimaker be liable to you for damages, including any
general, special, incidental, or consequential damages arising out
of the use or inability to use any Ultimaker software or third party
software.

Decline and close

Welcome to Ultimaker Cura

N —

Please follow these steps to set up
Ultimaker Cura. This will only take a few moments.

Get started

@ What's new in Ultimaker Cura

4.2.0

Orthographic view.

When preparing prints, professional users wanted more control
over the 3D view type, so this version introduces an
orthographic view, which is the same view type used by most
professional CAD software packages. Find the orthographic
view in View > Camera view > Orthographic, and compare the
dimensions of your model to your CAD design with ease.

Object list.

Easily identify corresponding filenames and models with this
new popup list. Click a model in the viewport and its filename
will highlight, or click a filename in the list and the
corresponding model will highlight. The open or hidden state

40



Introduction to slicing software

@Help us to improve Ultimaker Cura @ Add a printer

Ultimaker Cura collects anonymous data to improve print quality

and user experience, including: Add a networked printer v

There iz no printer found over wouwr network.

Machine types Material usage
N Refresh Add printer by IP [ Troubleshooting
) _ Add a non-networked printer 4
sl S |
Mumber of slices Print settings

e 1Al

Data collected by Ultimaker Cura will not contain any personal

information. More information
=

® Add a printer ® Machine Settings

Add a networked printer < Extruder 1

s N Printer Settinis Printhead Settings
a non-networked printer v
p ¥ (Width) L4 mm | | X min £ mm
> Ultimaker BV. vepthy 222 || 222 mm| |¥min W mm
~  Custom Z (Height) 252 422 mm | | X max " mm
@ Custom FFF printer Build plate shape Rect.. v ¥ max " mm
AR Origin at center Gantry Height 232 mm
>
101Hero Heated bed Mumber of Extruders
> 3Dator GmbH G-code flavor Marlin v
>
3DMaker Start G-code End G-code
> ABAX 3d Technologies
G285 Home Mi04 50
?  Alfawise G1 I16.0 FE000 ;Move the pl M40 50
;Frime the extruder ;Retract the filament
> Anet G92 E0 392 E1
. A\ 4
> Anycubic

Printer name | Amycubic Kobra| ] |
= (o]

@ Machine Settings Ultimaker Cloud

Printer

Nozzle Settings

Mozzle size U mm 0.4
Compatible material diameter 143 mm|fl 1.75
Nozzle offset X u mm

MNozzle offset ¥ u mm

Cooling Fan Number v

Extruder Start G-code Extruder End G-code

The next generation 3D printing workflow
- Send print jobs to Ultimaker printers outside your local network
- Store your Ultimaker Cura settings in the cloud for use anywhere

- Get exclusive access to print profiles from leading brands

Create an account  Signin |




Introduction to slicing software

3. Import the Configuration File

After continuous testing, we provided users the suggested printing parameters
of different filaments for Anycubic Kobra, and the user could directly import the
parameter files to the software.

(1) Click Settings — Configure setting visibility..., and then tick Check all box
to make all settings visible.

E Ultimaker Cura
File Edit View

Extensions Preferences Help

Frinter 3
Extruder 1 b
Frofile

Confizure setting visibilitay. ..

G Preferences

General . H AL e
Visibility

Frinters W Check all

Materials

Frofiles ~=Quality
¥ Layer Height
¥ Initial Laver Height
¥ Line Width
¥ Wall Line Width
o Outer Wall Line Width
v Inmer Wallis) Line Width

(2) In the same interface opened in Step (1), click Profiles on the left side. Then
click Import button to import the desired print profile.

* Choose different parameter profiles according to different filament types.
* The provided profiles only match Cura 4.2.1.
* Profile path: Memory card — "Files _ English _Anycubic Kobra" — “Suggested

Parameters Profiles”



Introduction to slicing software

General

sutiings | PrOfiles
Frinfers fortrrate Fmpttroate ;II Import I— |
(& \mport Profile >
« v P < Files... » Suggested p... v | D O |5Search Suggested parameter...
Organize * Mew folder =~ [ @
B Desktop " Mame
=l Documen |:| Suggested parareters for ABS.curaprofile
* Downloac I | ] Suggested parameters for PLA.curaprofile I(—

J‘& Music |j Suggested parameﬂersfanPU.curaprUfiIe
| Pictures
m Videos
e Local Disk

s Local Disk
LU 4 >

File name: | Suggested pafameters for PLA.cur v| All Supported Types (*.curaprof -~

== Open I Cancel

T T |'

Cura ? .
C,

C o Successfully imported profile Suggested parameters for FLA

Lo |

(3) Select the profile that you just imported, and then click the Activate button,

[3 Preferences et

General
Settings
Frinters
Materials

Eename Import Export

Printer: Anyeubic Kobra

Suggested parameters for PLA
Default profiles

Coarse

Ei:f: Coarce Global Settings Extruder 1

Extra Fast

Extra Fine Setting Frofile Unit

Fine Quality

Normal Lawer Height 0.z mm

: warameters for FLA s el e Do D5 o
Speed

Enebie Aecefera-ss  Paize



Introduction to slicing software

* Note: An interface may pop up after clicking the Activate button. If so, please
check the values of listed parameters. You can click Keep to keep the custom
values or click Discard to enable the values in the profile.

(3 Discard or Keep changes X

You have customized zome profile settings.
Would vou like to keep or dizcard those setting=?

Frofile zettings Default Customized
Haterial

Default Printing Temperature (Extruder 1) 200 190
L] L3
Always azk me this -
Create New Profile Heep Discard |
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Supplementary Explanation

Introduction to slicing software

@ You can customize some parameters after importing the profile, but we still

recommend that you use the parameters in the profile that we provide.

9%
| Marketplace | | Sign in

= Suggested parameters for .. |45 15%x—Of———0n #

T

Print settings

= Layer Hei... )

0.3

o4 06

0.06 01 0.15 0.2
B4 Infill (%) =
] 20 40 &0
Gradual infill
L. Support
= Adhesion

80 100

A 4

Custom »

@ The paremeter Build Plate Adhesion — Build Plate Adhesion Type needs
to be set to “None” when you print the maximum size model.

quﬂlll._"

Shell
Infill
Material

73 [l

Speed

Travel

Cooling

Support

= Build Plate Adhesion

1% e @

e o e o oA a2

Build Plate Adhesion Type & 3 | Mone

/L Dual Extrusion
= Mesh Fixes

EH Commneiml BAadn~
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Introduction to slicing software

4. Manipulate 3D model in Cura

* Model files can be downloaded from www.anycubic.com (ANYCUBIC website)

and www.thingiverse.com.

(1) Click the open file button in the top left corner to import the model file or
directly drag the file into the software.

E Ultimaker Cura
File Edit View Settings Extensions Preferences Helj

Anycubic Kobra

(2) Left click the model to activate the adjustment tool on the left side of the
interface. Choose one of the adjustment tool, and then click and drag the
controls on the model to adjust it.

Move — i © x|[o mn i
0

Scale — K\ | |,

Rotate —» ﬁ Lock Madel

Mirror —» K

e
. A A

EL #,,f”’ AR,

The model name: owl

The author of the model: etotheipi
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Introduction to slicing software

Other operations:

@ Pressthe mouse wheel and move the mouse to move the platform.
@ Scroll the mouse wheel to zoom in and out the platform.
® Right click and move the mouse to change the viewing angle.

* Note: When moving the model, make sure that the model s in the printable
area. The color of the model in the following figure indicates that the model is
out of print range.

5. Slice and Preview

Now that the configuration and print settings are in place, it's time to slice the
model. Click Slice button in the bottom right corner. When the process
completes, it will immediately show a Preview button, click it to go to the
preview stage.
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Introduction to slicing software

() 1 hour 44 minutes O
Il 249 - &.10m

Previ... Save to File

Use the layer slider and simulation view to check important parts of your 3D
slice.

e Edit ¥iew Settings Extensions Freferences Help

- p—
PREPARE PREVIEW MONITOR [ marketplace | [ signin

View type Layer view < | Colorscheme Material... # = Suggested parameters forP.. £5 1.. &l Off == On #

Layer Slider —=»
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Introduction to slicing software

6. Print offline and online

There are two operational modes for Anycubic Kobra: print offline and print

online.

« Print offline: Insert memory card into the memory card slot, click on the
Home Menu “Print” to enter the file list, and print a selected file (GCode files
ONLY).

« Print online: Install CH340 driver to bridge PC and machine, and install Cura
for slicing and control the machine to print via data cable.

—>[ Print offline ]——»[ Insert memory card ]

[ Print online Install Cura, PC control
via data cable

[ Anycubic Kobra ]—

It is suggested to use Print Offline mode to minimize the noisy signal via data
cable.

® Print offline (Recommended)

After slicing, click Save to File in the bottom right corner. Save the GCode file to
the memory card, and then insert the memory card to the printer and control
via the touch screen for offline printing.

* GCode file name should only contain English letters, underscore and space.
File name contains special characters could not be recognized by the printer. In
order to let the printer better recognize the GCode file in the memory card, you
need to back up all the files in the memory card to the computer, and keep the
memory card only for the GCode file. Please save all the GCode files in root
directory of the memory card.
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Introduction to slicing software

(V) 1 hour 44 minutes (i )
Il 24g - 5.10m

Save to File

® Print online
Printing online requires the installation of a driver. And you can control the
printer through Cura after connecting the data cable.

(1) Turn on the machine, connect the printer (data cable port) and your PC via
data cable. The driver may not be installed automatically, so it is required to
check that. Right-mouse click “This PC” — “Properties” — “Device manager”, if
there is an exclamation mark as shown below, then it needs to be installed

manually.

* Anycubic Kobra uses CH340 chip for communication.

* CH340 driver file path: “Files_English_Anycubic Kobra” — “Driver_CH341".
There are two versions, Windows and Mac version. (* CH341 driver file is
suitable for CH340 chip).

‘- Device Manager

File Action View Help
LI Aol ?Hol =
v 8 SHB-WENYANMING
Iy Audio inputs and cutputs
E Computer

e Dlisk drives
@ Display adapters
Human Interface Devices

=@ IDE ATA/ATAPI controllers
Keyboards

g Mice and other pointing devices
[ Monitors

[ Network adapters

Exclamation Mark

‘ SB-SERIAL CH340 (COM4)

= Print queues
I Processors .
I seayseics  USErS may have a different COM

B Software devices

I:| %ound,videoandgarﬂ&mber WhICh depends On the PC.
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Introduction to slicing software

(2) Here we take Windows PC system for example. Double click
“CH341SerSetup.exe” and follow the wizard to install it. If the driver has
installed automatically in step (1), skip this step.

* After the installation is completed, refer to the method in step (1) to see if the
driver has been identified (no exclamation mark).

(3) After slicing, click Print via USB in the bottom right corner to go to the
monitor stage. After waiting for about ten seconds, the operation panel will be
displayed on the right side of the interface. And the printing platform will be
heated up for printing.

*If the printer is not connected properly, the Monitor interface will be blank.
Please plug the data cable to connect again.

*In the process of printing, do not plug the data cable, or it will interrupt the
printing.

*In case of abnormal sound during the printing process, you can directly turn
off the power of the machine. Please check the Troubleshooting chapter for

more detail or contact Customer Service.

(3 Ultimaker Cura - O X

PREPARE PREVIEW MONITOR

File Edit View Settings Extensions Freferences Help

Jog Distance

Active print

Job Name AI3M_owl
Printing Time 01:45:18
Estimated time left 01:45:18

Printing... 0%
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Resume from Outage

In case of a power loss during printing, the machine will automatically save the
printing status. After restarting, you will see the interface shown below, please
click "Continue" to continue your printing or “Cancel” to cancel it.

Tips!

An unexpected power cut happens,
and the machine stopped running.

J 9
Progress
owl. gcode

Filename

’Continue ’ Cancel }
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Maintenance

It is necessary to perform routine maintenance to the 3D printer to achieve

consistent and quality results.

Some maintenance suggestions are shown as below:

1. Clean the nozzle with a needle under preheating conditions. If the filament

residue in the nozzle could not be cleared 100%, please replace the nozzle.

2. Regularly add lubricating oil to smooth rods, linear bearings, lead screws,

brass nuts, etc. It can minimize the wear-out failure of those moving parts.

3. Regularly clean the filament residue and dirt on the nozzle, platform, guide

rail, motor, fan, etc.

4. Pay attention to the wear conditions of the D-shape wheels. Although they
could be used for long time, please replace the D-shape wheels if they have

been wore-out.

5. After finishing a printing, clean the printing platform to ensure the adhesion

of the bottom layer of the model for next printing.

6. Check the belts regularly and tighten them if necessary.
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Troubleshooting

1. Motor shaking or abnormal sound

©)

© e

The motor cable are not connected properly. Please Check each
connection and then inspect the cable routing for any faults.

Drive currentis too large / small (please contact customer service).

The motor is damaged.

The motor driving wheel is loose.

The belt is loose, please check the belt tension at each position of X/Y/Z.
And whether the belt is slippery during motor movement or not.

2. File not printing or memory card failure

@)

®

Remove the memory card and insert into PC. Open the GCode files using
text editor (eg. Notepad), and inspect if GCode is readable or not. If file
contains of multiple “yyy” symbol, then file has been corrupted. Try
reformatting the memory card to FAT32 format and reloading the GCode
file.

Memory card is not readable, ensure file name does not contain special
characters or Change memory card.

Touch screen freeze, reboot the machine and try again.

3. No extrusion or extrusion motor knocking

@)

Filaments tangled on spool or the Teflon tube is out of shape. Please
straighten out the filaments and Teflon tube, and pull the filaments to
observe whether the resistance is normal.

Ensure that the nozzle temperature has been set to match the filament.
(PLA is generally set at 190-210 ° C, and ABS set at 230-240 ° C)

Nozzle clogged. Please try to briefly heat the print head to a temperature
higher than 230°C and manually push the filament into the extruder. You
can also clean it with 0.4mm nozzle cleaning needle. If it doesn’t work, you
may need to replace it.

Not enough cooling for the hotend.
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Troubleshooting

The printer has been working above the maximum speed for a long time,
please reduce the speed.

Check whether the extruder is normal and whether the friction force of the
extruder to the filament is sufficient. Try to tighten or clean the extruder
wheel.

4. Filament leaking

@® Nozzle, heating block or throat tube is not tightened properly, try to

fix/replace it after cooling or contact customer service.

5. Layer shifting

@)
@
®

Print head moves too fast, please slow down the print speed.
Check the belts and driving wheels and ensure they are properly installed.
Drive current is too small.

6. No sticking to the bed

@)

N ® © 6O

© 0O 6

The nozzle is too far from the platform, please try to re-level; at the same
time set the "initial layer thickness" to 0.2 in Cura, and set the "initial layer
line width" (for example, set to 150) to improve the first layer adhesion.
Print too fast at the bottom layer speed, reduce it to ~20mm/s.

Ensure that the print platform is clean.

Add a brim or raft to the model in slicing software.

. Freezing screen

Please check if the soft cable above the screen is loose.

Inspect if the touchscreen has been pressed by something.

Check if screen has cracks, if so, please contact our after sale service via
official website www.anycubic.com
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Troubleshooting

8. TO sensor abnormal

@)
@

Check the wiring of the hotend and ensure a good connection.
Check if there is any pins bent inside the connector.

9. Print head move abnormal

©)

The setting of machine type in slicing software is wrong. Please see page
41 to check the right setting.

10. Print stopped halfway

©)

© 0O 6O

11.

Use print offline mode (memory card) instead of print online via data
cable.

Check if the GCode file is corrupted.

Delete plugins in the GCode file.

The quality of the memory card is unstable. Try changing another brand
memory card.

The power supply voltage is unstable. Please print again when the voltage
is stable.

Some of the structure of the model cannot be printed

If your model includes overhangs or bridges, you may need to add
support on the model or adjust the angle of the model in the slicing
software. It is recommended to preview the print layer to check the
printability of the model.

12. Drawing is more serious

©)

@

The retraction distance is insufficient. It should be set larger in the slicing
software.
The retraction speed is too slow. It should be set a bit faster in the slicing
software.
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Troubleshooting

® The printing temperature is too high, which causes the fluidity and
viscosity of the filament to be strong. The printing temperature needs to be
set a little lower.

13. Nozzle is too low or too high when printing

@® Nozzle is too close to the platform, resulting in insufficient extrusion of
filament. Click “Settings” — “Z offset +" to rise the nozzle.
@ Nozzle is too high and the gap is large, which lead to poor adhesion of

filament to the platform. Click “Settings” — “Z offset -” to lower the nozzle.
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ATTENTION

1. Anycubic 3D printer generates high temperature. DO NOT reach inside of the
printer during operation. Contact with extruded materials may cause burns.

2. Use high temperature resistant gloves when operating the product.

3. This equipment is not suitable for use in locations where children are likely
to be present.

4. The fuse rating for the printer is 250V 10A. Never replace the fuse with one
of a higher amperage, otherwise it may cause fire.

5. The socket-outlet shall be easily accessible.

Thank you for purchasing ANYCURIC products! Under normal usage and service,
the products and its parts have a warranty period up to one year. Please visit
support.anycubic.com/en to report issues with ANYCURIC products. Our
professional after-sale service team would response within 24 hours and help
you to solve the issue.
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