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1 INTRODUCTION <

Congratulations on purchasing a Mojo 3D Printer.

Your Mojo 3D Printer provides a complete solution to your 3D printing needs with an innovative combination of
proprietary hardware, software and material technology. Process your designs with the Mojo Print Wizard and
begin printing your models in strong, durable ABSplus material in just a matter of minutes.

HOW TO USE THIS GUIDE

This User Guide is laid out in easy to follow sections for Operation, Maintenance, and Troubleshooting. Read
each section carefully so that you will get the best performance from your printer.

LEARN MORE

This User Guide provides information on the following topics:
e Troubleshooting information
e Important safety notices and regulatory information
e Detailed user instructions

You can also find more information at: http://www.stratasys.com or email info@stratasys.com.

SAFETY PRECAUTIONS

The following precautions ensure the proper use of the printer and prevent the printer from being damaged.
Follow these precautions at all times.

e Use the power supply voltage specified on the nameplate. Avoid overloading the printer’s
electrical outlet with multiple devices.

e Ensure the printer is well-grounded. Failure to ground the printer may result in electrical shock,
fire and susceptibility to electromagnetic interference.

e Before disassembling or repairing the printer yourself, contact your local Service
Representative. See the Support section in the User Guide.

e Use only the power cord supplied with the printer. Do not damage, cut or repair the power cord.
A damaged power cord has risk of fire and electric shock. Replace a damaged power cord with
an approved power cord.

¢ Do not allow metal or liquids to touch the internal parts of the printer. Doing so may cause
damage, fire, electric shock or other serious hazards.

« Power off the printer and disconnect the power cord from the power outlet in any of the following
cases:

e If there is smoke or an unusual smell coming from the printer.

» If the printer is making an unusual noise not heard during normal operation.
* A piece of metal or a liquid touches the internal parts of the printer.

e During an electrical (thunder/lightning) storm.

* During a power failure.
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2 OVERVIEW

The Mojo system builds models from CAD STL files that are sent to the system using a USB cable from a
dedicated host computer. The printer builds three-dimensional parts by extruding ABSplus model material and

SR-30 support material through two computer-controlled print heads, producing high quality parts that are ready
to use immediately after completion.

The Mojo system consists of two consumable QuickPack Print Engines. One QuickPack Print Engine contains
ABSplus model material and the other QuickPack Print Engine contains SR-30 support material.

Print Wizard is the preprocessing software that runs on Windows 7 or Windows 8 platforms.

Mojo builds a maximum part size of 127 x 127 x 127 mm (5 x 5 x 5 in.). Each QuickPack Print Engine contains
1311 cm? (80 in®) of material and the extrusion head.

Power Requirements: 100-240V~, 6-3A, 50/60Hz

N



Figure 2-1: Front and right side view of printer
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Figure 2-2: Top view of printer
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Figure 2-3: Left side of printer
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Figure 2-4: Rear view of printer
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Figure 2-5: Mojo QuickPack Print Engines
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Figure 2-6: Startup supplies
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3 SETUP

Set up the printer using the setup instructions included with printer.

CONNECTING THE SYSTEM

Make sure the following preparations of the physical site are met:

* The system must be placed on a flat and stable surface able to support 34.1 kg (75 Ibs.) to
avoid the risk of falling.

+ The work area for unpacking the system should be 1.22 m (48 in.) high, 1.83 m (72 in.) wide
and 1.02 m (40 in.) deep.

+ The grounded electrical outlet (6A @100-127VAC or 2.5A @ 220-240VAC -- 50/60 Hz 600W)
must connect to either a Euro or a US power cord plug provided and must be located within 2 m
(80 in.) of the system. Do not use an extension cord or a power strip. Using these can possibly
cause intermittent power issues.

» The operating environmental temperature must be between 15°C to 30°C (59°F to 86°F).
* The operating environmental humidity must be between 20% to 80% RH non condensing.

CONNECTING THE POWER

1. Connect the power cord for your region between the printer and a grounded power outlet.
Figure 3-7: Connecting the power

2. Turn the power switch to the ON (1) position.
Figure 3-8: Turn on the power



3. The LED display will cycle through a test sequence. When complete the display will turn red.
After communication has been established to the host computer, the display will turn green. The
green LED indicates the printer is ready to build.

Figure 3-9: LED test sequence
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INSTALLING SOFTWARE

computer. Loss of part will occur if this feature is not turned off. See Windows

@ Note: Make sure the “Windows automatic update” feature is turned off on the host
support and help instructions on how to turn these features off.

The host computer is defined as the computer that is connected directly to the Mojo printer.

There are two software programs that are required for the Mojo printer:
* Mojo 3D printer software is used to send parts (processed by Print Wizard) to the printer.

* Print Wizard software installs on your computer or host computer and processes STL files for
printing and communicating with the host computer.

MOJO 3D PRINTER SOFTWARE

1. Locate the 3D Printer Software CD from the startup supplies and insert into the host computer
CD drive.

2. Follow the prompts to load the 3D Printer software on the host computer.

@ Note: Connect the USB cable between the USB cable connector to the back of

the printer and the host computer when prompted during software installation

@ Note: Do not use USB cables longer than 5 m (197 in.).

Figure 3-10: Loading Mojo 3D Printer software

Welcome to the InstallShield Wizard for Mojo
3D Printer Software

The InstaliShield(R) Wizard will instzll Mojo 3D Printer Software
on your computer, To continue, dick Next.

WARNING: This program is protected by copyright law and
international treaties.

1
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Figure 3-11: Connecting the USB cable

!
B

//ZW

3. The software may take several minutes to load.
PRINT WIZARD SOFTWARE

1. Locate the Print Wizard Software CD from the startup supplies and insert into your computer or
host computer CD drive.

2. Follow the prompts to finish loading the Print Wizard software on your computer or host
computer. The software may take approximately one minute to load.

Figure 3-12: Loading Print Wizard software

. - 5
# Majo Print Wizard X X for 64 bit - InstallShield Wizard % |

Welcome to the InstallShield Wizard for Mojo
Print Wizard X.X for 64 bit

The Installshield({R) Wizard will allow you to modify, repair, or
remove Majo Print Wizard X.¥ for 64 bit. To continue, dick
Mext,

Mojo

< Back [ Next > ] [ Cancel
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4 OPERATION

LED DISPLAY

The LED display indicates the status of the printer.
Figure 4-13: LED display
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PRINTER STATUS ICONS

Icons show printer status in both 3D printer software and Print Wizard.

Printer Icon Printer Status Discription

‘o

Error

Idle

v

Disconnected

Out of material

Part done
]
Paused
Printing

14
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Part canceled

LG

PRINT WIZARD/3D PRINTER SOFTWARE OVERVIEW

Note: Make sure the “Windows automatic update” feature is turned off on the
host computer. Loss of part will occur if this feature is not turned off.

Print Wizard software can be installed on multiple computers so parts (files) can be sent to the host computer
over a local area network.

e 3D Printer software is installed on the host computer and is used to send files to the printer.
» 3D Printer software only needs to be installed on the host computer.
»  Only one Mojo printer can be connected to the host computer.

Figure 4-14: Network overview
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i USB Cable Host computer with Ethernet Local Arca Print Wizard
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| USBCable Host c‘mnpulerwnh _ Ethernet _|L0cal Arca |_ _ | _ _| Print Wizard |
3D Pn.mer Spftware | Network (optional) | | on Computer |

- and Print Wizard Software
| 7 L — — — 1 | L — — 1
— | r— — — "
Lo _| Print Wizard |
| on Computer |
L — — — 4
15
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INSTALLING A MODELING BASE

Note: Re-use of modeling bases is not recommended.

~ Hot Surface: The metal surfaces inside of the chamber can be hot. Use extra
\. care when working around heated components.

Always make sure there is a modeling base in the printer before printing a part.
1. Install the modeling base by aligning the base tabs into the slots on the platen.
2. Push the modeling base onto the platen making sure the base “clicks” into position.
3. Close the door.

Figure 4-15: Installing modeling base

16
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PROCESSING YOUR STL FILE FOR PRINTING

OPENING PRINT WIZARD

Create an STL file using your CAD software. Refer to your CAD software help section for more information
about converting your CAD drawings into STL files.

There are several ways of starting Print Wizard:

e From the Start Menu, select Print Wizard and then select one or more STL files from the STL
file list. Holding the Ctrl key down allows the selection of multiple parts. Use the Windows
Explorer tool bar to select the viewing options.

* From Windows Explorer, select the path where you store your STL files and then double-click a
single STL file to open.

e From Windows Explorer, select the path where you store your STL file and using the Windows
Explorer function, select several STL files. Use Ctrl left-click to select more than one STL file.
Right-click and select Print 3D to open the files.

Select Large Icons or Extra Large Icons to view thumbnail images of the parts.

SELECTING A PRINTER

1. Click MyPrinter and the following drop-down menu will appear.
2. Select the printer to be used.
3. For adding additional printers see “Adding additional printers” on page 18.

Figure 4-16: Selecting a printer

(2]
Mojo

CoffeeCup

P"Qt“ 7P
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ADDING ADDITIONAL PRINTERS

To add another printer, click MyPrinter and the following drop-down menu will appear. Click the D Add a
printer to this list icon.
Figure 4-17: Adding a printer

s | v medion -
i
- ol
CoffecCup
' Offiine

TS ik ) Contents:
CoffeeCup (1)

(5

4

prnt | Cancel |

Obtain the host computer IP address from your network administrator. Enter the IP address of the host computer

connected to the printer in the boxes provided, and then press OK or from the menu on the Mojo control panel
on the host computer.

Figure 4-18: Entering an IP address

Enter the [P adcress of the new printed{ 0 . 0 . 0 . 0 ok | | cancel | Gt
N CoffeeCup (1)
STL Units: |nches | | ‘
Scale:
Copies: 15
|
|
1
|
< >
. S
o s
Nt =
Pt | Cancel
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SELECTING SUPPORT STYLE

Supports are used to support the part during the build process. Supports are removed when the part is
complete. Support styles will affect the support strength and build time of the print. SMART support is the default
setting.

Figure 4-19: Support style

{71 Print Wizard - Create CMB and Send to Printes

mojal00018
Printer: -
Offline

' CoffeeCup.stl
155" x 208" x 191"

| Orient Part ¥

Surround

STL Units: [inches SMART

A support style that
= minimizes the amount of
Seale: 1 supports needed

(Default)

A support style that
surrounds the entire part
with supports

Print ‘ | Cancel ‘

¢« SMART (default) - Minimizes the amount of support material used, reduces the print time, and
improves support removal for many parts. SMART support uses a consistent spacing between
support toolpaths and is less dense than Basic.

e Basic - May be used for most parts. Basic support uses a consistent spacing between support
toolpaths.

e Surround - The entire part is surrounded by support material. Typically used for tall, thin parts.

19
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SELECTING PART INTERIOR

Model interior establishes the type of fill for the interior solid area of the part. Solid is the default setting.

Figure 4-20: Part Interior

mejoJ00018
Offline

' CoffeeCup.sti
163" x 216" x 202"

| |
| Orient Part ¥
STL Units: Inches. Solid
Filk the part completaly, for
the most durable parts.
Sy 208 Build times will be longer.
Copies: 18 ‘ (Defou)
| a
N—1
kY | s
"
|
| e || cace |

Solid (default) - Fills the part completely for the most durable parts. Build times will be longer.
Sparse - Low Density - A lower density part interior for the shortest build times and lowest

material use.

SELECTING DISPLAY UNITS

Display units can be selected for English or Metric measurement. The STL file selected will display the size of
the part under the file name. Display units determines whether the part size is displayed in millimeters or inches.
The unit selected will also be reflected in material information in the Mojo Control Panel window.

Figure 4-21: Display units

Supports: | SMART

Slice Height: 0,007 in

Contents:
CoffeeCup (1)

| prat ‘ | concel
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SELECTING THE ORIENTATION OF YOUR PART

The orientation function displays an expanded preview window that shows the orientation of the part when it
prints. Orientation impacts build speed, part strength, surface finish and material consumption.

Figure 4-22: Part orientation

[\ Print Wizard - Create CMB and Send to Printer =

mojoJ00018 |
printer: = -
[ Rt

Supports: | SMART - Partinterior, | Selid - 7]
Slice Height: 0007 in Display Units: |English | | I 10)0

. CoffeeCup.stl CoffeeCup
155"x 208" x 191"

. e CoffeeCup (1)
< &
T
. Fr“’\t ‘ P

% [

¥ [

L oakn)

You can change the orientation of your part by clicking the Orient Part button and then selecting the orientation
desired from the preview window. The selected part can be further manipulated by using any of the X, Y, or Z
axis slide controls or by adding a specific value. When the desired orientation is achieved, click OK to save the
settings.

Icon Description

-.£ Rotates the displayed part around the X axis.
X Rotates the displayed part around the Y axis.

Rotates the displayed part around the Z axis.

Orientation considerations

e Build Speed/Material Usage A lesser amount of supports will allow for a faster build speed.
Another factor affecting build speed is the axis orientation. The printer can build faster across
the X-Y plane than it can along the Z axis. Orienting a part so that it is shorter within the printing
chamber will produce a faster build.

e Part Strength - A part is stronger within a layer than it is across layers. You may need to orient
your part to have its greatest strength across a specific area. For example a tab that needs to
be pressed would be weakest if you are applying pressure across layers.

« Surface Finish - Orientation will affect the surface finish in specific areas of the part. How the
part is oriented will determine how the surface finish will look and allow the printer to provide the
smoothest finish for a specific area. For example, if printing a cylinder, orienting the cylinder
upright will have a smoother surface finish than printing it on its side.

21
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ROTATING THE PART VIEW

Left click on the part and then drag the mouse to the left or right to rotate the view within the chamber. This will
provide viewing of the front, left side, back, and right side views of the part(s) being printed.

Figure 4-23: Rotating the view

Supports: | SMART . PartInterior. [ Solid ) [

mojol00018
Printer: q o
N -
Slice Height 0,007 in Display Units:  [English = | I I\())O
' CoffeeCup.stl CoffeeCup
155" x 208" x 191
|0mmm¢‘; | o : Contents:
L — CoffeeCup (1)
STL Units: [Inches
Scal
s =]
Copies: 11

PrQ'h‘ } e

Print ‘ ‘ Cancel

SELECTING THE SCALE OF YOUR PART

Before you process a part for printing, you can change the size of the part within the build chamber. If parts are
too large to fit in the build chamber when the STL file is first loaded, they are automatically scaled to fit the build
chamber. If the part is automatically scaled to fit the build chamber, the scale box will turn red. The part size can
be changed by entering a scale number or by using the slider control. Every part has a pre-defined size within
the STL file. After you have opened the file you can change the size of the part produced by changing the scale.
The scale always relates to the original STL size of the part as defined in the STL file.

Figure 4-24: Scaling

Supports: | SMART - Part Interior: \smu

Slice Height: 0,007 in Display Units: [English = | II'Q)O

CoffeeCup

Contents:
CoffeeCup (1)

STL Units: [inches

< '/l
S
Rrﬁh'l g

| Pprnt | ‘ Cancel
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For example: a cube that is defined as 5.1 cm (2 in.) X 5.1 cm (2 in.) X 5.1 cm (2 in.) can be built to be 10.2 cm
(4in.) X 10.2cm (4 in.) X 10.2 cm (4 in.) by simply changing the scale to 2. If after changing the scale to 2, you
decide that a size of 7.6 cm (3 in.) X 7.6 cm (3 in.) X 7.6 cm (3 in.) would be preferred, change the scale to 1.5 -
the scale relates to the original size of 2 inches, NOT the resulting 4 inches from the first scale change.

SELECTING THE NUMBER OF COPIES

Users may choose the number of copies (parts) to be printed. The printer will automatically calculate the number
of parts that can be printed on the modeling base. As the number of copies are increased, the printer may add

another job.
Figure 4-25: Number of copies

{7\ Print Wizard - Create CME and Send to

mojoJ00018
Printer: q 2 -
| [ Offine

' CoffeeCup.stl
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T )
| rient Part €3 |
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Supports: | SMART

Slice Height:  0.007 in

PartInterior: | Solid

Display Units: [English  ~

@
Mojo

Print | ‘ Cancel

CoffeeCup_lof2
Joblof2

Contents:
CoffeeCup (2)
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JOB CREATION

Print Wizard automatically calculates the size and number of parts that can be printed on the modeling base. If
the size and number of the part are too large, Print Wizard will add another job.

The number of jobs created is based on:
* Part dimension
» Part orientation
e Scale
e Number of copies

Figure 4-26: Job added

Supports: | SMART - Partlnterior: | Solid - @

Slice Height:  0.007 in Display Units: |Engiish | I I |QJO
' CoffeeCup.stl CoffeeCup_lof2
183" x 246" x 227" Job1of2
|On‘empan‘.'f ‘ r ‘ — Contents:
L | CoffeeCup (2
STL Units: [inches
scal 118
Copies: 3 3

e e

@ Note: All jobs displayed will be sent to the host computer when the Print button
is clicked.
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ADDING/REMOVING PARTS

STL files can be added to the job by:
Double-clicking an STL file.

Using the drag-and-drop feature of Windows Explorer to move the file into the print window.

part.

@

By clicking the “+” sign.
Note: Once the STL file is brought into Print Wizard, the file is then considered a

Figure 4-27: Drag-and-drop new STL file

[EOTEET)

A part is removed by right clicking on the part and then selecting “Remove Part”.

Figure 4-28: Removing a part

[og mojoloo0ls | Sveports [SMART PartInterior: [ Solid @
Prnter |~ i - -
ine .
- Slice Height:  0.007 in Display Units: ~[English I I |O)o
CoffeeCup_Pack_lof2
Job1of2
7] Contents:
CoffeeCup (1)
| | |
L a J ‘ ‘L |
<5 =
Joblof2 JobZof2
Print | | cancel |

31

25



STL PART CONTENT INFORMATION

The name of the STL file and the quantity of parts to be printed for each job are displayed in the window. A
thumbnail view of the individual part(s) for all jobs are displayed on the left hand side of the Print Wizard screen.

Figure 4-29: Print Wizard screen

Printer: u b 2
P O

‘ Supports: | SMART Partinterior: [Solid @
Slice Height 0,007 in Display Units: [English = mOJO

Buckle.stl
3"x139"x0287"

| Orient Part ¥4

STL Units:

CoffeeCup_Pack

= B

PROCESSING THE PART

After the part(s) have been selected, click the Print button. When the Print button is clicked, the part(s) will be

processed and sent to the host computer.
Figure 4-30: Print button

- Craate CN d to Printes
o]

v -
line.

Supports: | SMART Part lnterior, | Solid
Slice Height: 0007 in Display Units: [Englsh = mOJO
CoffeeCup.stl CoffeeCup
' 155" % 208" x 191"
. |cn'mvmf; [ B Contents:
CoffeeCup (1}

STL Uniits: [Inches
Scale:
Copies: 12
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The following window will be displayed while processing the part.
Figure 4-31: Processing

Processing 1 print jab for Mojo printer

mojo_1

Majo

e

CoffeeCup

CA\Users\Public\Desktop\STL Files

Generating Toolpaths

Cancel ‘

The following window will display a list of all processed jobs along with time and material estimates. Processed
parts can be later selected using the Control Panel select part drop-down menu.

Figure 4-32: Processed parts list

. i i mojo_1
Sent 3 jobs to printer mojol [ Majo
‘ l’ i.‘ Pending Start
-
CoffeeCup_Pack 10f3 | Build Estimates: CH\Users\Public\ Desktop\STL Files\ CoffeeCupPack_P3D (3\CoffeeCup_Pack_1ofdstl
Contents: Time: 3 hr 11 min CH\Users\Public\ Desktop\STL Files\CaffeeCupPack_P3D (3\CoffeeCup_Pack Toff.cmb
D CoffeeCup (1) Model Material: 237in’
Support Materiak: 0259 in®
CoffeeCup_Pack_20f3 | Build Estimates: CH\Users\Public\ Desktop\STL Files\CoffeeCupPack P3D (3)\ CoffeeCup_Pack Zof3.stl
Contents: Time: 1 hr 38 min Ci\Users\Public| Desktop|STL Files\CoffeeCupPack_P3D (3 CoffeeCup_Pack_Zof.cmb
Botte  (2) Model Material: 11Lin*
*%?’ Support Materizh 011 in®
CoffeeCup_Pack_30f3 | Build Estimates: Ci\Users\Public\Desktop|STL Files| CoffeeCupPack_P3D (3)\CoffeeCup_Pack 3ofa.stl
Contents: Time: 1 hr 34 min CH\Users\Public\Desktop\STL Files\ CoffeeCupPack_P3D (3/\CoffeeCup_Pack_3of3.cmb
Bottle (1) Model Material: 1.7 in*
Bone (1) =
Support Material: 0231 in
S E RN AL
e P FL R L& Dl o M
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PRINTING A PART FROM MOJO CONTROL PANEL

Once parts are processed in Print Wizard, they can then be printed using Mojo 3D printer software on the host
computer.

1. Open Mojo Control Panel and the window below appears. The following information is displayed:

e Remaining model and support material on QuickPack Print Engines
* User name

e Date and time part was submitted

» Estimated print time

e Estimated model and support material required to print the part

» Estimated completion time of the part

» Current layer status

Figure 4-33: Mojo Control panel

CoffeeCup

Remaining model material Remaining support material

Model: 79.2in* o Support TITint Select part E

User: tgreer

Submitted: 4/3/2012 3:30 PM
Estimated print time: 2:47
Estimated model material: 2.01 in®
Estimated support material: 0.22 in®

Estimated completion: 6:27 PM
Layer: 0 of 399

Print
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2. Click Select part from the drop down menu and select the part to be printed. The first processed

part will be displayed in the preview window with the part name.

Figure 4-34: Part selection

M\ J00018 - Idle - Moj
iy

introl Pan

Majo

L=

Remaining model material Remaining suppert material

User: tgreer

Submitted: 473
Estimated prin
Estimated mod)
Estimated supg

| Layer: 0 of 399

|
LS

CoffeeCup
del: 78.2in* w  iSupport Ti.Fin® - Select part S

CoffeeCup

User: tgreer

Submitted: 4/3/2012 3:30 PM

Bottle

User: tgreer

Estimated print time: 2:47
Estimated model material: 201 in*

Estimated suppert materiak 0,22 in’

Estimated print time: 0:49

Estimated model material: 0.58 in*

Submitted: 4/3/2012 3:32 PM

Estimated support materiak 0.06 in®

Bone

Print|

imated print time: 0:50

User: tgreer model material: 0.81 in*

Submitted: 4/3/2012 3:34 PM Estiry

suppert material: 0.14 in®

3. Click Print to begin printing.

Note: If there is not enough model or support material available in the QuickPack
Print Engine to complete the part, the part will not print.

As the part is being printed, the following general information will be displayed:
* Printer status
e Material usage
» Estimated completion time

The following window will be displayed while the part is preparing to be printed.
Figure 4-35: Preparing to print

- .
=] Mmojo
Preparing to print
Remaining model material Remaining support material COHE&CUP
1 Mode 7920 Support 777in’ - Select part
User: tgreer
Submitted: 4/3/2012 3:30 PM
Estimated print time: 2:47
Estimated model material: 2.01 in*
The printer is preparing to print. This may take a few minutes. Estimated support material: 0.22 in®
! Estimated completion: 6:34 PM
.Preparirg to print |
Cancel
I
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The following window will be display while the part is printing.

Figure 4-36: Printing

L= ]

Remaining model material Remaining support material

iModel 79.2.in*

5

AT Teind
i |

CoffeeCup was started at 4/3/2012 3:49 PM

Mojo

CoffeeCup

Select part

User: tgreer
Submitted: 4/3/2012 3:30 PM
Estimated print time: 2:47
Estimated model material: 2.01 in®
Estimated support material: 0.22 in*

Estimated completion: 6:36 PM

[

1

| Layer 10399

[

Pause Cancel

If the printer is paused, the following window will be dis
Figure 4-37: Paused

Paused

Remaining support material

==
= Support 7T

Remaining model material

Model 792 in”

Paused 4/3/2012 3:51 PM.
User pause

Click Resume to continue.

played. Click Resume to continue printing.

CoffeeCup

Select part

User: tgreer
Submitted: 4/3/2012 3:30 PM
Estimated print time: 2:47
Estimated model material: 2.01 in®
Estimated support material: 0.22 in®

Estimated time remaining: 2:45

|
|

| Layer; 1 of 389

Cancel

[

Resume
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If a printer fault occurs during printing, specific information will be displayed in the window. Refer to
Troubleshooting in Section 6 for additional information.

Figure 4-38: Fault

Remazining model material Remaining suppert material COﬁeeCUp
Select part

Model 707 inS 5 W I L
\a Mo 79.2 m sSuppor i -
User: tgreer
. Submitted: 4/3/2012 3:30 PM
Fault 9 at 4/3/2012 3:52 PM Actual print time: 0:02
i 3
Cover open Actual medel matenarl. O.D? in
Actual support material: 0 in®
! Remove the part. Completed: Tue 3:52 PM
| Layer.10f399 |

CONTROL PANEL DROP-DOWN MENU

The information icon provides a drop-down menu for additional printer functions.
Figure 4-39: Control Panel Drop-Down Menu

Remaining model material Remaining support material CoﬁeeCup

n Model: 79.2in* m  dupport 777 in® - Select part
User: tgreer
Submitted: 4/3/2012 3:30 PM
Estimated print time: 2:47

i 2l iz
CoffeaCup was started at 4/3/2012 3:49 PM SR st O

Estimated support material: 0.22 in

! Estimated completion: 6:26 PM

| Layer.10f399 I

Cancel 1

ﬂ [ Pause ] [

By clicking the Information Icon, a drop-down menu will appear with the following selections.
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ATTEMPT TO CLEAR THE ERROR

If certain errors occur, selecting “Attempt to clear the error” will clear the error and continue the printing process.
Figure 4-40: Attempt to clear the error option

Attempt to clear the error
Export printer file...

Display units »
IP Address: 10.20.56.184 b
Maintenance Purge »

About Majo Control Panel m
EXPORT PRINTER FILE

To better diagnose printer issues, you may need to export the printer configuration file (cfg) from your printer and
send it to your Service Provider.

Figure 4-41: Export printer file option

/71! Offline - Mojo Control

Export printer file...

Display units »
IP Address: 10.20,56.184 »
Maintenance Purge *

About Mojo Control Panel :
1. Select Export printer file...
2. Browse to the directory where you wish to save the configuration file (.cfg).
3. Click the Save button.

DISPLAY UNITS

Display units can be selected for English or Metric measurement.
Figure 4-42: Display units option

T\ Offline - Moj

=8

Export printer file...

Display units v | v English
IP Address: 10.20,56.184 * Metric
Maintenance Purge ¢

About Mojo Control Panel m
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IP ADDRESS

The IP address of the host computer that is connected to the printer can be copied to the clipboard on the host
computer.

Figure 4-43: IP Address

Export printer file... |

Display units

»
IP Address: 10.20.56.184 » Copy I
’

Maintenance Purge

About Maojo Control Panel

MAINTENANCE PURGE

Maintenance purge is a way to verify that a QuickPack is extruding correctly or to purge out wet material from
the filament tube. It takes two maintenance purges to purge out all of the material in the flament tube. The
maintenance purge will purge material into air in the center of the build area. After a maintenance purge
completes, it is necessary to open the printer door and remove the purged material from the center of the build
area.

Note: If an opened QuickPack Print Engine has not been used in over two
weeks, two maintenance purges should be performed.

Figure 4-44: Maintenance Purge option

‘

Export printer file... |

Display units »
IP Address: 10.20.56.184 » [
Maintenance Purge » A ‘

About Majo Control Panel

Click on the printer information icon in the upper left of the Mojo Control Panel window.

Select Maintenance Purge.

1

2

3. Select either Model or Support to be purged.

4. Wait for the liquefier to heat and purge to complete.
5

Remove the purged material from the center of the build area.
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ABOUT MOJO CONTROL PANEL

Displays Control Panel version and build number.
Figure 4-45: About Mojo Control Panel option

Export printer file...

Display units ¥
IP Address: 10.20,56.184 »
Maintenance Purge ’

About Majo Control Panel z -
REMOVING A COMPLETED PART

When the job is complete, remove the part.

@;_ Hot Surface: The surfaces inside of the chamber can be hot. Use extra care

~ when working around heated components.

1. Open the door.

2. Remove the modeling base by squeezing two tabs together while pulling the modeling base out
of the chamber.

3. Close the door.

Figure 4-46: Modeling base removal
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REMOVE A PART FROM THE MODELING BASE

1. After removing the modeling base from the printer, firmly flex the modeling base back and forth
with your hands to loosen the part.

2. Pull the part off of the modeling base or use a putty knife to completely remove the part.

Note: Parts are easier to remove from the modeling base when they are still
warm.

EMPTYING THE PURGE BUCKETS

Empty the purge buckets on each side of the printer after each use to avoid part quality issues or damage to the
printer.

@ Hot Surface: The surfaces inside of the chamber can be hot. Use extra care

" ~ when working around heated components.

1. Squeeze the upper and lower tabs and then lift and pull the purge bucket out of the chamber.

Figure 4-47: Emptying the purge buckets

2. Empty the purge buckets.

3. Place the purge bucket in position then push the bucket into the chamber. Make sure the purge
bucket “clicks” in place.
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REMOVING SUPPORT MATERIAL

Mojo uses soluble support material which is designed to dissolve in a water based solution. Your part is left with
a smooth and clean finish with the fine details intact. The soluble support material can be removed by hand with
relative ease, but is designed to be dissolved from your parts for hands free finishing.

POWERING OFF

To power off the printer, turn the power switch to the OFF position. This can be done at anytime without harming
the printer. No other steps are necessary. If power is switched OFF while printing, the current part will not be
completed.

REMOVING THE QUICKPACK PRINT ENGINE

Open the cover.
Open the material sensor lid and remove the material tube guide from the material sensor.

Open the head socket lid and remove the print head.

A oo b=

Using the handle, lift up and remove the QuickPack Print Engine from the material bay.

Figure 4-48: Remove the QuickPack Print Engine
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STORING QUICKPACK PRINT ENGINE

QuickPack Print Engines are best if used within one year from the date of manufacturing. The manufacturing

date is printed on the QuickPack Print Engine bag. Always keep QuickPack Print Engines stored in a vertical
position.

Note: If an opened QuickPack Print Engine has not been used in over two
weeks, two maintenance purges should be performed (see “Maintenance purge”
on page 33).

Storage Environment

Temperature range 0-35 °C (32-95 °F)
Humidity range 20-90% RH

1. Remove QuickPack Print Engine from the printer.
Clip the head into position on the handle.
Push the locking tab down to prevent material from unwinding.
Figure 4-49: QuickPack Print Engine
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REPLACING THE QUICKPACK PRINT ENGINE

1. Remove the QuickPack Print Engine from its box.
2. Tear open the bag containing the QuickPack Print Engine.
Figure 4-50: Open Bag

3. Remove the cardboard insert from the top of the QuickPack Print Engine outer bag.

Figure 4-51: Remove cardboard inserts
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4. Remove the plastic bag containing the tip wipe assembly from the QuickPack Print Engine
handle. The tip wipe assembly will be installed in a later step.

Figure 4-52: Removing Tip Wipe Assembly Bag

5. Use the handle to remove the QuickPack Print Engine from the bag and remove the orange tape.

Figure 4-53: Removing the QuickPack Print Engine

6. Place the QuickPack Print Engine material in the appropriate bay. The head must face outside
and to the back of the printer.

Figure 4-54: QuickPack Print Engine placement




7. Push down on the QuickPack Print Engine to release the locking tab.
Figure 4-55: Release locking tab

8. Open the appropriate head socket lid by squeezing the tabs together and lifting up.

Figure 4-56: Open head socket (model head socket shown)
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9. Open the appropriate material sensor lid by squeezing the tabs together and lifting up.
Figure 4-57: Open material sensor lid (model material sensor shown)

10. Unclip the head from the QuickPack Print Engine handle.
Figure 4-58: Unclip the head

41

47



11. Insert the head in the appropriate head socket and close the lid.
Figure 4-59: Inserting the head (model head shown)

12. Install the model material tube guide into the key in the model material sensor and close the lid.
Install the support material tube guide into the key in the support material sensor and close the
lid.

Figure 4-60: Inserting model material

13. Replace the corresponding tip wipe assembly when replacing a QuickPack Print Engine. (See
“Removing and installing tip wipes” on page 43.)
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REMOVING AND INSTALLING TIP WIPES

Note: Replace the tip wipe that corresponds to the QuickPack Print Engine
(model or support) that is being replaced.

1. Open the door.

2. Remove the tip wipe assembly that corresponds to the QuickPack Print Engine being replaced
by lifting the tip wipe up and out of the bracket. There are two tip wipe assemblies; one on either
side of the chamber.

Place the tip wipe assembly on the two mounting posts on the bracket.
Make sure the tip wipe assembly is fully seated in the bracket.
Figure 4-61: Installing tip wipes (right side shown)

=

%
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5 MAINTENANCE

PREVENTIVE MAINTENANCE

DAILY

EMPTY THE PURGE BUCKETS

Empty the purge buckets after each build has completed.

INSPECT THE TIP WIPE ASSEMBLY

After each build you should inspect the tip wipe assembly to make sure there is no material build up. If there is
material build up, clean the tip wipe assembly by brushing it off. Material build up on the tip wipe assembly can
cause part quality issues.

AS NEEDED

REMOVE DEBRIS BUILDUP

Remove all material buildup on the platen and surrounding area. Failure to do so could cause part quality
issues.

CLEAN DOOR

Wipe clean using mild soap and a damp cloth. Do not use ammonia based glass cleaner on the door. It will
damage the polycarbonate window.

REPLACING TIP WIPE ASSEMBLY

The tip wipe assembly should be replaced with each QuickPack Print Engine replacement.
1. Open the door.

2. Lift out the tip wipes out from the holding bracket. There are two tip wipes; one on either side of
the chamber.

Figure 5-62: Removing tip wipes (right side shown)

3. When replacing the tip wipes make sure they are fully seated in the holding brackets.
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6 TROUBLESHOOTING

GENERAL

Many printer issues can be resolved by pressing Resume in Mojo Control Panel or by cycling power.

CYCLING POWER

1. Turn the printer power switch to the OFF position.

2. The printer will shut off and the LED display will go blank.

3. Wait 20 seconds and turn the power switch to the ON position.
4

The display LEDs will blink in sequence during startup and when complete the display will turn
green indicating that the printer is in idle mode.

CLEANING HEAD TIPS

Occasionally excess material may build up on the head tips. Remove the excess material by gently scraping the
head tips using a small flat bladed screwdriver. Use care not to damage the head tips.

LOSS OF EXTRUSION

Occasionally, the head may experience a loss of extrusion. This will be evident by observing one of the
following:

e The head is moving with no material coming out of either tip.
e The height of the model and support materials are not equal.
e Structures are sagging due to lack of material.

If loss of extrusion continues to occur, replace the QuickPack Print Engine.

EXTRUSION VERIFICATION

Maintenance purge is a way to verify that a QuickPack is extruding correctly. See “Maintenance purge” on page
33.
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EXPORTING PRINTER FILE

To better diagnose printer issues, you may need to export the printer configuration file (cfg) from your printer and
send it to your Service Provider.

Figure 6-63: Export Printer File option

Export printer file...

Display units b
IP Address: 10.20.56.184 »
Maintenance Purge ¢

About Mojo Control Panel

Open Mojo Control Panel from the host computer.

Click on the printer information icon in the upper left of the window.

Select Export Printer File.

Browse to the directory where you wish to save the configuration file (.cfg).
Click the Save button.

Close Mojo Control Panel.

o g A~ wDdh -
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TROUBLESHOOTING

Problem Recommendation
No power. . .
1. Verify power cord is securely connected.
2. Verify that the power switch is in the ON position.
3. Cycle power (see “Cycling power” on page 45).
4. Verify AC power is present at wall outlet.
Material not extruding or . s "
under extruding. Perform a maintenance purge (see “Maintenance purge” on page 33).
If problem persists, replace the QuickPack Print Engine.
Purge material accumulating " . . :
on part. 1. Check condition of tip wipe assembly. Replace if worn.
2. Check that tip wipe assembily is properly seated (flush) in the tip wipe bracket.
3. Remove tip wipe assembly and check that there is no material on the tip wipe
bracket shelf.
Cannot communicate with . .
printer through the USB 1. Make sure the printer is ON.
cable. 2. Unplug and reconnect the USB cable connected at the printer and computer.
3. Verify the USB cable is not longer than 5 m (197 in.).
4. Reboot the host computer.
5. If all three LEDs are blinking, cycle power (see “Cycling power” on page 45).
6. Reinstall Mojo 3D printer software.
7. Swap out the USB cable with another cable.

Cannot read filament
(filament sensor).

Make sure the material tube guides are installed correctly in the material sensor assemblies.

Display blinking three colors.

If all three LEDs are blinking, cycle power (see “Cycling power” on page 45).

47
53



WARNING/FAULT CODES

If a warning/fault occurs which would prevent the printer from operating, the printer will display a code and the
action required.

Bottle

Remaining model material Remaining support material

Model: 67.8 in* - Support 4.3 in’ - Select part

User: tgreer
Submitted: 3/30/2012 11:50 AM
Actual print time: 0:02

Actual model material: 0.02 in*
Actual suppart material; 0 in®

Fault 9 a1 3/30/2012 12102 PM
Cover open

Remove the part. Completed: Fri, 12:02 PM

| Layer:1.0f 285

Note: If the error code is not listed below or the printer continues to display an
error code, contact your Service Provider.

FAULT CODE CHART

Note: Fault codes will cause the part to stop building and the part cannot be
recovered.

Fault Codes Displayed in the

Mojo Control Panel Code Name Recommendation
Door open during build. Cycle power and restart part.
Cover open during build. Cycle power and restart part.
10 Gantry (U motor) has lost position. Cycle power and restart part.
11 Gantry (V motor) has lost position. Cycle power and restart part.
12 Platen (Z motor) has lost position. Cycle power and restart part.
22 Model heater fault. Replace model QuickPack Print Engine.
23 Support heater fault. Replace support QuickPack Print Engine.
31 Model print engine temperature Replace model QuickPack Print Engine.
fault.
32 Support print engine temperature  Replace support QuickPack Print Engine.
fault.
51 Printer control error. Cycle power and restart part.
48
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WARNING CODE CHART

Note: Warning codes will cause the printer to pause during a build. The build
may be recovered by pressing Resume in Mojo Control Panel.

Warning codes displayed in

the Mojo Control Panel

Code Name

Recommendation

100 Gantry has lost position. )
101 1. Check for obstructions on the bellows,
modeling base and in build chamber.
2. Check that tip wipe assembly is seated
properly.
3. Check that the purge bucket is installed
correctly.
102 Z motor has lost position. . .
1. Check for obstructions on modeling base
and in the build chamber.
2. Check that the purge bucket is installed
correctly.
103 Model print engine following
error. 1. Press Resume.
2. If error persists, replace the model
QuickPack Print Engine.
104 Support print engine following
error. 1. Press Resume.
2. If error persists, replace the support
QuickPack Print Engine.
105 Gantry motor over current. )
106 1. Check for obstructions on the bellows,
modeling base and in build chamber.
2. Check that the purge bucket is installed
correctly.
3. Check that the tip wipe assembly is
seated properly.
107 Z motor over current. . .
1. Check for obstructions on the modeling
base and in the build chamber.
2. Check that the purge bucket is installed
correctly.
108 Model print engine over current. Replace model QuickPack Print Engine.
109 Support print engine over Replace support QuickPack Print Engine.
current.
112 Model temp over current. Replace model QuickPack Print Engine.
113 Support temp over current. Replace support QuickPack Print Engine.
120 Oven temp warning. Make sure room temperature is between
15°C and 30°C (59 °F and 86°F).
123-140 Low voltages. Check if AC input power is within

specifications (“Facility specifications”
on page 54).
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Warning codes displayed in

the Mojo Control Panel

Code Name

Recommendation

148 Head fan current too low.

1. Press Resume.

2. If error persists, contact service provider.
503 Loss of move commands to the

printer. Unplug gnd reconnect the USB cable
connection.

2. Cycle power.

3. Reboot host computer.

4. Host computer not within minimum

requirements (“VWorkstation
specifications” on page 54).

ERROR CODE CHART

Note: Error codes will cause the printer to pause and not allow the build to start
until the error is cleared.

Error codes displayed in the

Mojo Control Panel

Code Name

Recommendation

2000 Move compiler error.
1. Cycle power and reboot host computer.
2. Reinstall 3D printer software.
2001 Printer not connected. ) )
1. Verify USB cable is connected.
2. Verify the USB cable is not longer than 5
m (197 in.).
3. Unplug and reconnect the USB cable
connection.
4. Cycle power.
5. Reboot host computer.
6. Host computer not within minimum
requirements (“VWorkstation
specifications” on page 54).
2002 File not found. Reprocess STL file.
2003 Disk full. Host computer hard drive is full. Free disk
space on host computer.
2005 Door open. Close door.
2006 Cover open. Close cover.
2007 Model print engine not installed  Install model QuickPack Print Engine.
in printer.
2008 Support print engine not installed Install support QuickPack Print Engine.

in printer.
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Error codes displayed in the
Mojo Control Panel Code Name Recommendation

2009 No response from printer. . .
Verify that USB cable is connected.

2. Cycle power (see “Cycling power” on
page 45) and computer power.
3. Reinstall Mojo 3D printer software.

2019 Modeling base missing. Install new modeling base.
2020 Modeling base not level. Replace modeling base.
2028 Homing failed. Check for obstructions on the modeling base
and in chamber.
2032 Model print engine not heating. Replace model QuickPack Print Engine.
2033 Support print engine not heating. Replace support QuickPack Print Engine.
2035 Calibration timed out. Clean head tips (see “Cleaning head
tips” on page 45).
2037 Printer firmware version is newer Reinstall Mojo 3D printer software.
than PC software version.
2038 Fault while USB is disconnected.

. Verify that USB cable is connected.
2. Cycle power (see “Cycling power” on
page 45) and computer power.

2039 Pause while USB is

disconnected. Verify that USB cable is connected.

2. Cycle power (see “Cycling power” on
page 45) and computer power.

2041 Tip offset calibration failed on W .
model tip. 1. Clean head tips (see “Cleaning head
tips” on page 45).
2. Replace model QuickPack Print Engine.
2042 Tip offset calibration failed on W .
support tip. 1. Clean head tips (see “Cleaning head
tips” on page 45).
2. Replace support QuickPack Print
Engine.
2043 Spool lock detected on model Release locking tab on model material
spool. QuickPack Print Engine.
2044 Spool lock detected on support  Release locking tab on support material
spool. QuickPack Print Engine.
2045 Printer firmware version is older Select the “Attempt to clear the error” menu
than PC software version. item in the Mojo Control Panel to update
printer firmware version to match the PC
software version. (This takes approximately 2
minutes.)
51

57



7 SUPPORT

REGISTRATION

To register your Mojo 3D printer, visit: http://www.stratasys.com/customer-support/customer-resource-center/mojo-
and-uprint-system-support.

CUSTOMER SUPPORT

Visit: http://www.stratasys.com for the following:
e Material specifications, MSDS, and environmental documentation.
e Product specifications and guides.
e Applications.
e Best practices.

When contacting technical support please provide the following:

By phone:
e System model.
e System serial number.
e System software build number.
e Mojo 3D Printer software and Print Wizard software version numbers.
e Detailed description of the problem you are experiencing.
e If possible, try to be near the printer for troubleshooting, if possible.

e System model.

e System serial number.

e Your name.

e Your telephone number.

e Detailed description of the problem you are experiencing.

For advanced troubleshooting (provide by email):
e System CFG file.
e STL and/or CMB files.
e Detailed photographs showing the issue.
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8 RECYCLING

Recycle all materials per your local recycling guidelines. Visit http://www.stratasys.com/recycle for information
on recycling QuickPack Print Engines in your region.

Figure 8-64: Recycling Codes

System Component Materials Recycling Code

Modeling bases ABS Al
A

All packaging materials can be recycled per your local
recycling guidelines.

Follow your local recycling guidelines when recycling electronic components.
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9 PRINTER SPECIFICATIONS ’

PHYSICAL SPECIFICATIONS

Height 47 cm (18.51in.)
Width 63 cm (25in.)
Depth 52.1 cm (20.5in.)
Weight 28.2 kg (62 Ibs)

FACILITY SPECIFICATIONS

Installation location Stable flat surface capable of holding 34.1 kg (75 Ibs), with a height clearance of
80 cm (31.5in.).

Power Requirements  6A @ 100-127VAC or 2.5A 220-240VAC -- 50/60Hz 600W dedicated circuit within
2m (80in.)
Do not use an extension cord or a power strip. Using these can possibly cause
intermittent power issues.

Air Circulation 165.1 mm (6.5 in.) minimum space behind printer for air circulation.
50.8 mm (2 in.) minimum space around printer for air circulation.

WORKSTATION SPECIFICATIONS

For details, see the Print Wizard and Control Panel Workstation Requirements document available from the
Stratasys website.

POWER SPECIFICATIONS

Source (nominal) 6A 100-127VAC or 2.5A @ 220-240VAC -- 50/60Hz 600W dedicated circuit within
2m (80in.)
Do not use an extension cord or a power strip. Using these can possibly cause
intermittent power issues.
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ENVIRONMENTAL SPECIFICATIONS

The Mojo printer is intended for indoor use only.

Operating temperature range  15°C to 30°C (59°F to 86°F)

Relative humidity range 30 to 70 percent, non condensing
Altitude Shall not exceed 6561.68 feet (2000 m)
Air quality Air quality conditions with excessive solid particulates (conductive or

non-conductive) may result in system damage.

Air quality conditions in which airborne oils are allowed to accumulate on or
within the printer can damage the plastic components.

Heat emission 1057 BTU/hr (typical building)
85 BTU/hr (typical at idle)

ACOUSTIC SPECIFICATIONS

Idle sound pressure at bystander <32 dBA (idle)

Operating sound pressure at bystander <46 dBA (printing)
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10 SUPPLEMENTAL
INFORMATION

DECLARATION OF CONFORMITY

Declaration of Conformity information is available from the Stratasys website at: http://www.stratasys.com/
customer-support/customer-resource-center/documentation.

REGULATORY AND ENVIRONMENTAL INFORMATION

EMC CLASS A WARNING

cause radio interference in which case the user may be required to take

Warning: This is a Class A product. In a domestic environment this product may
A adequate measures.

FCC STATEMENTS (U.S.A))

The U.S. Federal Communications Commission (in 47 cfr1 5.105) has specified that the following notices be
brought to the attention of users of this product.

This device complies with part 15 of the FCC rules. Operation is subject to the following two conditions:(1) this
device may not cause harmful interference, and (2) this device must accept any interference received, including
interference that may cause undesired operation.

Shielded cables: use of shielded data cables is required to comply with the Class A limits of Part 15 of the FCC
Rules.

~ to this equipment not expressly approved by Stratasys, Itd. may cause harmful

@_ Caution: Pursuant to Part 15.21 of the FCC Rules, any changes or modifications
interference and void the FCC authorization to operate this equipment.

%, Note: This equipment has been tested and found to comply with the limits for a

i Class A digital device, pursuant to Part 15 of the FCC Rules. These limits are
designed to provide reasonable protection against harmful interference in a
commercial environment. This equipment generates, uses and can radiate radio
frequency energy and, if not installed and used in accordance with the
instructions, may cause harmful interference to radio communications. Operation
of this equipment in a residential area is likely to cause harmful interference, in
which case the user will be required to correct the interference at their own
expense.
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CANADA ELECTROMAGNETIC COMPATIBILITY (EMC)

Normes de sécurité (Canada)

Le présent appareil numérique n’émet pas de bruits radioélectriques dépassant les limites applicables aux
appareils numériques de Classe A prescrites dans le réglement sur le brouillage radioélectrique édicté par le
Ministére des Communications du Canada.

DOC statement (Canada)

This digital apparatus does not exceed the Class A limits for radio noise emissions from digital apparatus set out
in the Radio Interference Regulations of the Canadian Department of Communications.

MSDS (MATERIAL SAFETY DATA SHEET)

You can obtain current Material Safety Data Sheets for the material used in the printer by visiting:
www.stratasys.com/materials/material-safety-data-sheets.

DISPOSAL OF WASTE EQUIPMENT BY USERS IN PRIVATE
HOUSEHOLDS IN THE EUROPEAN UNION

This symbol on the product or on its packaging indicates that this product must not be disposed of with your
other household waste. Instead, it is your responsibility to dispose of your waste equipment by handing it over to
a designated collection point for the recycling of waste electrical and electronic equipment. The separate
collection and recycling of your waste equipment at the time of disposal will help to conserve natural resources
and ensure that it is recycled in a manner that protects human health and the environment. For more information
about where you can drop off your waste equipment for recycling, please contact your local city office, your
household waste disposal service or the shop where you purchased the product.
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11 GLOSSARY

GLOSSARY OF TERMS

HOST COMPUTER

The host computer is defined as the computer where the Mojo 3D printer software and optional Print Wizard
software reside. The host computer is directly connected to the Mojo printer through a USB cable.

JOB

One or more files that have been sent to a Mojo printer.

LOCAL PRINTER

A Mojo printer attached to the computer where the computer 3D printer software is running.

PACK

A pack consists of one model or many models. A pack contains information about the location of single or
multiple files within the build chamber.

PART
A three dimensional object to be printed on a Mojo printer.

STL FILE

STL files are described as only the surface geometry of a three dimensional object (part) without any
representation of color, texture or other common CAD model attributes. An STL file contains the
surface shape of the part to be printed.

XYZ-AXES

When referring to a three-dimensional plane, a Z-axis refers to the vertical height of a three-dimensional object.
The Z-axis plane goes top to bottom and intersects with the Y-axis and X-axis. The X-axis refers to the
horizontal width and the Y-axis refers to the depth of a two or three-dimensional object.
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info@stratasys.com

STRATASYS.COM

HEADQUARTERS

7665 Commerce Way, Eden Prairie, MN 55344
+1 888 480 3548 (US Toll Free)

+1 952 937 3000 (Intl)

+1 952 937 0070 (Fax)

2 Holtzman St., Science Park, PO Box 2496
Rehovot 76124, Israel

+972 74 745-4000

+972 74 745 5000 (Fax)

ISO 9001:2008 Certified
© Copyright 2016 Stratasys Inc. All rights reserved.

For more information about Stratasys systems, materials, and applications call 888.480.3548 or visit www.stratasys.com.

DOCUMENTATION FEEDBACK

Customers, resellers, and Stratasys employees are encouraged to send comments about our documentation and training to
c-support@stratasys.com. We greatly value your comments, review all of them, and use them to improve subsequent releases of the
documentation. In your email message please include the document title, part number (located on the front cover), and page number.
Please note that we do not respond to general questions or support requests submitted to this email address.

Stratasvs THE 3D PRINTING SOLUTIONS COMPANY
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