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CREA K-100 Desktop SLS 3D Printer — User Manual

BN THRME BRI B R AT - Huizhou CREA Intelligent Technology Co., Ltd.

FiA V1.1 | 2026 4 10 A | Language: 13 / English

H%/ Contents

KT AFM About This Manual

F T AFH} About This Manual

AF W T45F CREA K-100 S ZUEFEIEROGESS (SLS) 3D fTEINLI 224, 14k,
Yegn SlgBEAL . TEAE IR AT e B AT, U [RAdik | =, IRk
HFATWLLE H & .

This manual guides you through the installation, operation, maintenance and
troubleshooting of the CREA K-100 Desktop Selective Laser Sintering (SLS) 3D printer.

Please read this manual in full before first use — especially the Safety Instructions — and

keep it for future reference.

AT R P SeOER g e b, SRR o MRS 5 AR I FRIR A7 B
i, AR ST A .

This manual is presented bilingually: Chinese first, English second. Where the two

versions differ in wording, the Chinese version prevails.

755 %)% Symbol Conventions
5 Symbol EX Meaning YH Description

May cause personal injury.
BRI, AFEME . Must

& DANGER RSB EH
A Rk a e be strictly followed; never
skipped.
May cause equipment
. d data loss. ik
A % WARNING T S A SR 7 2K amage or gara oss TR

AT, Follow the steps
exactly.


h

Operating tips. FIHIIEHRE
(] #&% NOTE BRI 5 H TS BEAFIIFTEICR . Helps you
achieve better results.

Information not yet

confirmed in this version. i
CABEALBA 55 5 T8 R A

5> F¥#hFE TBD AR AR Refer to the supplied

documentation or official

notice.

[i] &% / NOTE: JUbriE [H#h78: .1/ [TBD: ..] A%, AT MRS I R = goRk R il
HIZ0T, 1§ AREATLBR s SO R 75 B Al RO HE o 5 SERARE RS

[i] NOTE: items marked [##h75: .1/ [TBD: ..] are details not yet confirmed from the
product documentation at the time of writing. Please refer to the documentation supplied

with your machine or contact official support. Later versions will complete them.

1. %414 Safety Instructions

A B / WARNING: FENFRRIINGZEERE&T 6. EARCHEREIFHEMA R 8T, W2l
B %0, 2R3k,

1.1 Wo't 22 4= Laser Safety

K-100 4 1 22¥0o6™ 5 (Class 1 Laser Product) . 1 80t MEEHBITEHETAS
PAEAEREOCRES, HZESRERENTEN TR, I 5RERMEERF AAe
I AL

The K-100 is a Class 1 Laser Product. Under normal operating conditions a Class 1

laser product does not emit hazardous laser radiation — but this holds only when all
covers, chamber doors and safety interlocks are intact and closed.

FEEEAEHR BRI 2 5 DL R IS AT AR T ENE S

FERAE NGB TR RE N R shE0L.

FEERSS S . R P B R AT T 2 A BRBOT K
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6. MR CGRU, AR, BOLThRRE . BOERE) , SLEZ F SF s ls
YR, JRICR R RS

/\ fER: / DANGER: RT3 KOG WO 4Ees, oAU FEBIRRS N 5142 055 T Mk
7. HP BATIRE S BURME R AL, I AT REIE BN T 0 FR) IR 45475

1. Never run a print job with any protective cover removed.

2. Never start the laser while the build chamber door is open.

3. Never bypass, short-circuit or modify any safety interlock.

4. Keep the area around the machine tidy and keep all laser warning labels
visible, intact and unaltered.

5. The observation window uses optically filtered material. If damaged it
must be replaced with an original part — never substitute ordinary glass
or acrylic.

6. If the machine behaves abnormally (unusual noise, odour, abnormal laser
power, interlock alarm), press E-stop or cut mains power immediately

and contact support.

/N\ DANGER: Any service touching the optical cavity or laser module must be performed
by factory-authorised personnel following the service manual. User disassembly voids the

warranty and may cause irreversible eye injury.

1.2 ¥y KAk 224> Powder Handling Safety
K-100 {£/H PA11. PA12. TPU ZEREWIH K. Hr K SHHCE0RL 5 v #R8 AR R : R AL
I8 S DL R«

The K-100 uses polymer powders such as PA11, PA12 and TPU. Because these

powders are fine particulates and combustible dust, the following rules apply:

X Risk Bid"ER Protection

B g ISR bR N9 s B P BB
HE . Wear an N45 (or higher) respirator

BB Dust inhalation



when clearing, sieving or reclaiming powder.

Wi THRFE . KU S SRk Tgeid
BkAEAL Skin contact . Wear nitrile gloves ; prolonged contact
may cause diryness or irritation.

A By A I 2 2 S R Y BB .
IR¥B  Eye contact Wear safety goggles when handling fine
powder or using compressed air.

R LR SR AL, BB EIRT 40%
B ORIR AR K . Use ESD-safe tools and
a grounded workstation; avoid vigorous
powder friction below 40% RH.

Kl Static electricity

0 AN 4 RERHER SR A FARE K. The
R Ventilation powder-handling station should have local

X

exhaust or adequate natural ventilation.

FioRE IR, PEREEK L AEUN:  FRbE
P @R AR WAl AR % B ST B
Powder is combustible dust . No open flame ,
K Fire hazard no smoking. Do not use an ordinary vacuum
cleaner — use explosion-proof equipment or

wet cleaning.

A\ B / WARNING: B RFFMARBIN T AESE B AETEDIR . BB A% 4 R RIE S & UL
4L E . Do not dispose of waste powder down drains or in regular refuse. Dispose of it

through a licensed facility in accordance with local environmental requlations.

1.3 B, %4> Electrical Safety

o HIJHZEDOR: 220VAC / AC110V, SOHz Cixf NS 8 aN SR R
Power supply: 220VAC / AC110V, SOHz (check the nameplate on your
machine).

o WAUMERIMIIEEMEI =R, S AGTER. Use a properly earthed three -
pin outlet; never remove the earth conductor.

o HZIEEM. KRIpFMMABEILFE — 0%, &85SI mBot R R E . Do
not share a circuit with air conditioners or high-power heaters; voltage

fluctuation affects laser power stability.
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o EHBCRATIE VI B TEESEE R T B AT NS W, Cut power

before cleaning; never wipe the interior with a wet cloth while powered.

1.4 {§i ] ¥£ 5% Operating Environment

TH Item ER Requirement

15-29 C ; REESNEN. Temperature

WEHEE  Ambient temperature
- P fluctuation should be minimised.

< 80% (il 40%—60% VIFRIFERAEEIRR)

HXHERE  Relative humidity (40%—60% recommended for best powder
spreading)
KL MR ARSI A SR E ST . Level,
Yt Floor C .
rigid, vibration-free floor or bench.
VU TR A SRR 2 30em . (Rt B
2[H  Clearance FE/NABEER]Y 2 30em for airflow and
access. [TBD: official minimum clearance]
BEGA A MR, SRR S PO E
W Environment Avoid dust, corrosive gas, strong EMI and

direct sunlight.

A & / WARNING: TEIRT 15°C SimT 29°C MIBBHITE, SS8ERHRIWE. ENGEHT
PRELZATEN R, TEE IS M. Printing below 15°C or above 29°C causes dimensional
deviation, weak interlayer bonding, or failed builds. Operate in a climate-controlled room.

2. 77N Getting to Know Your K-100

AEA K-100 K77 g AL, FEEA S HORMAE, FEBNEAETT R 5 PUis S0 1w 1) 5
&N, This chapter introduces the product positioning, main components and technical

specifications of the K-100, so you can build a clear picture of the machine right after

unboxing.



2.1 P 5L Product Overview

CREA K-100 & — &1 ] 5 [ 37y 5t R RO pe 45 (SLS) 3D TEIL. Siamtyif
(FDM) TZAF, SLS i BOCER RIK FiZEat i, ARSI IREE, W

I

The CREA K-100 is a Selective Laser Sintering (SLS) 3D printer designed for desktop
use. Unlike Fused Deposition Modelling (FDM), SLS fuses powder layer by layer with a

laser, and the surrounding powder supports the part. Consequently:

o TRITEHISTREM, & L4708 53R . No support structures are

required — no support removal, no support marks.

o WEAREFAK. BREEW. HE/ME. EBEERM. (deal for complex internal

cavities, overhangs, small-batch production and interlocking assemblies.

o AU HRA R FMEN I ERI, LTI, Parts exhibit near-isotropic

mechanical behaviour, approaching injection-moulded strength.

2.2 FE 4R 5] Main Components

<image: p1_0.png>K-100 HHLIMIL / K-100 Overview

A 1 K-100 2414/ Figure 1 K-100 exterior

[fpth7e: HLE S EMIERG 5 58 (a1 sG]/ 2 fiddzhe /3 k6 / 4 Bk

Jit |6 TS 55D, FriAE B ORI ]
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2.3 HiARHH# Technical Specifications

HH Item

M TZ Process

WG Laser source

WA RS Build chamber
RABHRSS Max. part size

TEZE  Layer thickness

BIREEZ  Max. speed

AHIEE CERD  Cooling time (full cylinder)
MERAE Materials
SR Support structure

W GEE Hopper capacity

E%F Connectivity

PIR#E Slicing software

HUEZE Sk Power supply

BHLRNST Machine dimensions

TAEIEE Operating environment

MBS Warranty

24 Specification

BSOS SLS | 1 KON Class 1
Laser Product

SW 4s50nm _RERE, HEWE / sW
450nm diode, variable power

140mm x 140mm x 140mm
130mm x 130mm x 130mm
Z# o0.2mm; X. Y Bl 0.05mm

Z 5 M 15mm//pEE / 15 mm/h in the Z
axis

< 6 /N / < 6 hours
PA11. PA12. TPU
T # / No support
3KG

SD k. TF K. U# (HZL) / SD card, TF
card, USB drive (offline)

CREA Builder SLS (Z# SLC #3) / CREA
Builder SLS (SLC format)

220VAC / AC110V, SOHz

40em x 42cm x 82em (FE x IR x &) / 40 x
42 x 82 emi (W x D x H)

15-29C, E < 80%

E—EFBRE / 1-year warranty included

[i] 8% / NOTE: LA EZHOSHT FafkiE. SihrdTEnRS MBER AR, SFRmAE. MRS IR0 g
k. The parameters above are nominal factory values. Actual build time varies with part

volume, packing density, material and orientation.



3. J146 5 223 Unboxing and Installation

AwE (B - AL - B - BT — B P07, T 5E s & 1 E IR
A, BT IRIAT, ANEBE . This chapter walks you through first-time installation in
order: check the accessories, position the machine, power it on, run self-check and

preheating, then install the software. Follow each step in sequence — do not skip.

3.1 JF4E#5 7 Unpacking Checklist

/\ B / WARNING: K-100 BHIEEER, ERAULIMERZ, 508 REBRRIZ% )
w, TEETEAT]. EFREHER .

The K-100 is heavy. Always lift with two or more people, using the designated lifting
points on the base. Never lift by the chamber door, handles or cables.

1. RN, REIE M L& IZH . Open the packaging on a
level surface; keep the packing materials for future transport.

2. BIHUZABEHLMAHE S CFRD o Check the supplied accessories against the
list below.

3. KRANESML. MINE O, BN S5E8A LiEimiiti. nspect the body,
observation window, chamber door and cables for shipping damage.

4. HRIGA ARG, EEE, REQEIFZIRAES. If anything is missing

or damaged, do not power on; keep the packaging and contact support.

5% No. M Accessory HE Qty R&E  Status
K-100 FEHl K-100

1 ) ] 1 7
main unit

2 FJEZE Power cord 1 4

PUENITHER  Quick
Start Guide

RMER  Warranty
card

5 BENL T G- RIS 1 E /1set 7



Tools (cleaning brush,

etc.)
. VIUERER  Initial AEEMFERT / Not
powder supplied
B R
AR Software www.loopzizo.com /
! package Download from the v
official website
B e, FEEP
& ki PPE (mask, TBEHS / Not supplied — —

gloves)

3.2 ## 0 I% Installation Steps

# % 1 | BiAL Positioning

1. FEERWE TS §1.4 EEORIKFEHEBME L. Place the machine on a
level surface or floor meeting §1.4 requirements.

2. VAT 2 30em B EESR . Leave 2 30em clearance on all sides.

3. PENLE KT CRIE RIS T/ KO o Level the machine (adjustable
feet / spirit level).

4. SEEARE / Done when: NG TR, KTEFET. The machine does not
wobble; the bubble is centred.

5% 2 | FH Power-on

1. BN E SIS —3. Confirm the mains voltage matches the
nameplate.

2. EBERFAZEMRIFI=FIFME. Connect to a properly earthed three-pin
outlet.

3. fTFRHPEIFR, B&EHENAR. Switch on; the machine runs self-check.

4. SEBMrE / Done when: Bifiriss, BRLIRE. Screen lights up; no self-

check alarm.

10



B 3 | ¥IiH B 5B Initial Self-check and Preheating

1. JAOLEAR 30 2% EHJE iR e R, (R IR S R X T ARE .
<br>Preheat for 30 minutes after power-on so the powder bed and
sintering zone reach thermal stability.

2. ZHE—E Z WIEHHWE: SBAT IR Z MIHEREE, SIS, Tk
iy LR EEE . <br>Run the Z-axis motion routine once end -to-end;
confirm smooth travel, no binding and no abnormal noise.

3. AR SEAHUMIER 5, J5 i BNk S4TENRE. <br>Proceed to powder
loading and printing only after temperature control and motion are

confirmed normal.

(] &% / NOTE: B UTFHLE IR —RFRSEHWE (R, il SEsh i IES .
On first power-up, run a dry heat-up / cool-down cycle (no powder) to verify temperature

control and wmotion.

BB 4 | T3 Software Installation

1. WEWM www.loopzizo.com T# CREA Builder SLS %%:fL. Download the
CREA Builder SLS installer from the official website www.loopzizo.com.

2. (EHN ESERdE (R (CREA Builder SLS BAFHHIA) O o Install it on

your PC (see the dedicated CREA Builder SLS Software Manual).

4. BAF HTHE 4 Preparations Before Printing

IEFTENRTE R 70 A = 200, Bkl T . X = dse, e E i
BRI # .. Preparation before printing comes down to three things: loading powder,

confirming the material, and preheating the machine. Getting these right markedly

improves first-part success.

11



4.1 Ky Kt 5258 Powder Preparation and Loading
B | Purpose: 1M G5 GRS PR, BARRIK, NZERERMEIER. To

establish a level, uniform powder bed in the hopper and build chamber as the basis for

layer-by-layer sintering.

AT E 214 | Prerequisites: 34 CUBEHEIFERER; A NIS NE, THFESHH
B, RIEVEZIAFR. Machine powered and self-checked; N95 mask, nitrile gloves and

goggles worn; ambient conditions compliant.

1. M B, FINBATERER. TRY. Open the hopper lid; confirm it is
dry, clean and free of debris.

2. R ZANER AR, ZBEN, B%RFAE. Pour certified powder slowly to
avoid dusting.

3. KERURHML (Ul @ BAR 3KG: SRR, EHRAREARIE, REFHE
72D o Fill to the recommended level (total capacity 3KG; the hopper has
no level markings — fill to the practical level and keep enough powder
available).

4. WEEEIFHE. Close and latch the lid.

S, AEBAFIR EHATER /B RBIIEAL L . Run the recoat / powder-bed
initialisation routine.

6. SEHITE / Done when: FiREMFH. LML, T4, The powder bed is

flat, free of pits and lumps.

I\ EE / WARNING: FPEERAIAFAMBIERARMRERAR, B2 782 770 5 RS ERIE. Rah
R FEURGRE LRI ZIFREA—3. Never mix different materials or batches without
thorough sieving and compatibility verification. Mixed powder causes mismatched sintering
curves and inconsistent part strength.

4.2 MR Materials

¥ Material ¥R Characteristics RAMNH Typical Applications

12



SFETEREIMT, WIMELE, WUKE
fiX, ®WH Balanced

PA12 propevties, good toughness,
low moisture uptake; the

most common choice

PIESELR, bt SRR ke L
Higher toughness, better

PALL impact and low -temperature
performance
FPE, AR, E LA
TPU Flexible and resilient; for

elastic structures

RILi /i Ny S SN o [N N R
Functional prototypes,
structural parts, clips, gears

AR B PHEL BT
Load -bearing parts, hinges,

protective gear, moving parts

SRR, AR AT A
Cushions, seals, wearable
parts

[i] #R / NOTE: KRB, JFaba N as i fr T HRHEE, KINERGE U TRIE. BWEMEA
HIHZAPREER AT TR0, DFFhTE: BT TR S ] Powder is hygroscopic. Keep it
sealed and dry after opening; a desiccator is recommended for long storage. Drying before

use is advised — [TBD: official drying temperature and duration].

4.3 W& T Preheating

[fpthze: WM AARRE . THEE R, RIENK S HERE]

] 8% / NOTE: T H I7E T4/ MR R She X 2 R 2, i FRZ MM 5 R Rz, 259
MITi#GE SLS 4T ENRIN R I RBERT B 4 1h 2 —. Preheating narrows the temperature gap between
the powder bed and the sintering zone, reducing warpage and dimensional deviation.

Adequate preheating is one of the key prerequisites for a successful SLS build.

5. fTEI 4 #E Complete Printing Workflow

HENTENIERE 739 6 N Br. KR NGRS U1 1 76 4 P 3A

The complete workflow has 6 stages, forming a closed loop from modelling to part

retrieval:

B S PR — 55 - TE - ¥ 3 — BUE# Model — Slice — Transfer — Print —

Cool — Retrieve & Clean

13



BB 1| @i 5 S Stage 1 — Modelling and Export

1. fEAER CAD B =4, Model your part in any CAD software.
2. FHA STL KU CRERBUER — i STL LAB/MARD . Export as STL (binary
STL recommended for smaller files).
3. MERAKEE CCE. Tkikeg, TERERD . Verify the mesh is
watertight (no holes, no inverted normals, no zero-thickness faces).
¥ Format X# Support ¥H Note
PR A R
STL < ¥ Recommended Most compatible mesh
format
[fefhe: HESAKA, W .
g [TBD: other import formats]

OBJ / 3MF / STEP 1

BB 2 | Y1 F Stage 2 — Slicing
15 FH B W] 5 ¥/ CREA Builder SLS 52 V) 7, #ith SLC #3c it

Slice with the in-house CREA Builder SLS software and output SLC format files.

1.

2.

TN STL B3, (mport the STL model.

WEEE (Z # o.amm) | B80T FAFEEESHG . Set layer thickness (Z
0.1 mm), orientation, part spacing and nesting.

ATV I PEBEBRR, #HNER T 2. Slice and preview the layer paths.
S SLC X% SD k / TF K / U #t. Export the SLC file to an SD card,

TF card or USB drive.

52 BAFE / TBD: CREA Builder SLS WIZ¥IH . 85 L SHEHESHAE, N (CREA

Builder SLS A UMY - For the parameter panels, parameter meanings and
recommended profiles of CREA Builder SLS, see the dedicated CREA Builder SLS Software

Manual.

14



FrB 3 | A& % Stage 3 — File Transfer

1.

2.

KAEEN RN G4 . Insert the storage medium into the machine port.
FERRAETIAR B I £ HAR S, Browse and select the target file on the

control panel.
MNSCAHE R (RRECR . B 286 [fFshse: BT D o Confirm file

information (part count, estimated layers, [TBD: estimated duration]).

[i] 8% / NOTE: K-100 KHB&MEH TN, LHEHKMN. ERIEMKS . A AT MREEEE . XX

WS R P RER T NE . The K-100 transfers files fully offline — no network, no
account, no model upload. This matters when handling confidential or client-restricted

models.

BrEX 4 | 5537 EN Stage 4 — Starting the Build

A B / WARNING: sl BAHINETTE RBIFUE . 22 8URRIEY . Before starting,

confirm the chamber door is closed and latched and the interlock indicator (s normal.

1.

WA IR T8, BHZIE 2. Confirm the powder bed is level and the powder
level is sufficient.

KHETIHBE. Close and latch the chamber door.

FEMIR EJRZNITENES . Start the job from the panel.

WMEEHT 35 BRI SIREDIRA . Observe the first 3—5 layers of recoating
and sintering.

SERARE / Done when: Hlif5). Jowbr. TR, bediXREIER . Powder

spread. is even, no starvation, no drag marks, normal sinter brightness.

A\ S / WARNING: FTES R8T H ] a5 (iR b s/ sk Thae, SR

Jef5 1l JE LR AL FE . Never open the chamber door during a build. To stop, use Pause/Abort
and wait until the laser has stopped before proceeding.

15



FrEX 5 | 4% Stage 5 — Cooling
TENSERE, BRAFERN BRWH, SRFrie AN [ < 6 /N

After the build completes, the whole cylinder must cool inside the chamber. Nominal

cooling time is < 6 hours.

1. fTENGREAESL B, REFETIKH. Do not retrieve parts immediately;
keep the door closed.

2. SERFARHNRAESE R (IR R A e UG BT o Wait for the cooling cycle
to complete (retrieve parts once the panel indicates completion).

3. SEBARE / Done when: THHUGE/RA 156 24T A TR BT = iR i BRI & B
. The panel indicates cooling complete. Best results are obtained when

the cylinder is near room temperature.

A\ ESE / WARNING: FHREDF& T HEMRE . Rz, mERN A5, IF6 R .
Retrieving parts while warm causes warpage, out-of-tolerance dimensions and thermal

stress damage to the cylinder, and risks burns.

rE% 6 | BUf:5i&¥ Stage 6 — Retrieval and Powder Removal
ATEAM: ORI NI D&, TIHFESP HE: EMXEKRL . N95 mask, nitrile

gloves and goggles worn; the powder area is well ventilated.

1. 9T BEANRBEE/MUERZAHRL, BTN . Open the door;
remove the entire build cylinder / powder cake with the parts to the
powder-handling station.

2. HEERZZHEZEFEBA. Brush away surrounding powder with a
soft brush.

3. RGAE AL MR AW, RS U R 40T . Use low-pressure
compressed air for fine features; keep the pressure low.

4. BIE, KERIFH. Separate the parts and remove loose powder.

16



S BEHIm R IR ZRR AR, (5. Collect cleared powder into the
waste container for sieving and reuse.
6. IEHEHRE SN, 6. Clean the build chamber and recoater, then

restore position.

I\ EE / WARNING: B8 SRR/ TIR AR EM — — A A7 FERRIR XU, 57 i ] 7 e 2
b B SR HL. Do not use an ordinary vacuum cleaner — powder dust carries an

explosion risk. Use explosion-proof equipment or wet cleaning.

5.1 T EI7R = Print Flow Diagram

SERIRE Completion  Fil#ERt Est.

B Stage KBIME Key Action o ]
Criterion Duration
[ EILY) & SN W AT
, e IR
1 Z# Modelling ERIERH STL Watertight mesh KB E  Depends
CREA Builder SLS BRI L
2 Yt Slicing wider RTURBTER SR e konitise Depends
PIF, sl SLC preview clean
TGRS Fil
3 fE4 Transfer U & /SD FEA o " <1 S min
recognised
% Z #H 15mm/h
ERTERE N
4 T8 Printing Bt + B - ? 5 At 15 mm/h
alarms
@
FURA IS
s WH Cooling T 6 ) B e HEk < 6

Cooling complete

== =N
6 WUEEY Retrieval Wb, . Eik R O 30-90 4 mins
loose powder

[i] 3R / NOTE: {TENFER AT Z HOHE 15mm/h Mifh. Bt Z FEE 130mm FEME, HIGE
RIFTENRHIZ0N 130 + 15 = 8.7 PB (AETHRERED . A rough estimate of print time follows
from the Z-axis rate of 15 mm/h. For a 130 mm-tall part, the theoretical minimum is
about 130 + 15 = 8.7 hours (excluding preheat and cooling).

17



6. Ja b 5¥ K& H Post-Processing and Powder

Management

HENSE AT AT 58 . AU FLER G AT, PLERRIE S BE SRR
ME—— W R EH e KIFFT BN sAR 5 2o e . A finished build is not a

finished part. This chapter covers part post-processing plus powder sieving, blending and

disposal — powder management directly determines your long-term cost per part and the

consistency of part strength.

6.1 E{F )543 Part Post-Processing
SLS AR S MBRBRR, WHZ T T LU b

As-sintered SLS parts have a lightly matte texture. Optional finishing steps:

T.Z Process

Wi Sandblasting

Wl / RN Tumbling

et Dyeing

K%L / &E Sealing /

infiltration

R Effect

KIS ERERE TR
Even surface, removes

residual powder

FRIDCHE, EaHtEME
Improves smoothness; suits
small batches

E RN E N/ N R D)
Colourising (black, grey,
other)

RITBCE L BT Ja 8wl
Improves density, prepares

for painting

i Note

R RARIC Most

common, lowest cost

ZRWMBEAE A Slightly
rounds edges

(R 7E: BB RERTZ]
[TBD: supported?]

W HARBHGEEL Common

infiltrants require curing

6.2 ¥y K i 5 Bl Powder Sieving and Reuse

/\ B / WARNING: UA%RSBER. KGR S ARk, SHEMRIIFSBETHR
. Always sieve before reuse. Unsifted powder contains sintered agglomerates that clog the

recoater and fail builds.
1. KBERMAE L TR EILIE. Pass the collected powder through a sieving

device.

18



2. EBp4EPL. RYIEE4TRE . Remove agglomerates, debris and sintered

residue.

3. % IE =37 KEEHHIER. Reuse at a new-to-reclaimed ratio

of 3:7.

4. BHEORAETTERIALE, REIR S HW. Store sealed and dry, labelled with

batch and date.

TH Item
s M Sieving interval

HIHMEEB] New/reclaimed ratio

¥k FEan Powder lifetime

1## Storage

B Recommendation
BTG After every build
Ay 1Bk =3 : 7/ 3 : 7 (virgin : reclaimed)

9 WU Nt 9 K]GEFR) / Within 9
cycles (max. 9 thermal cycles)

WEL G, TR FREHLR Sealed, dark, dry;
labelled by batch

6.3 K ¥ 53 1% Waste Powder and Environment

o PMNWETEAAER WEEKFABMA. Collect waste powder in sealed

containers, clearly labelled.

o HHMEREYER TAVE RS E, AHENAEGN IR AN FKIE. Dispose of

it as hazardous or industrial solid waste per local regulations; never mix

with household refuse or discharge to drains.

o ITENXHERSEHRBRIER, B DK, Wet-clean the print area

periodically to prevent dust accumulation.

7. 4E31%3% Maintenance

A B / WARNING: BHATILM4EGR, iSRS R EEeE k. Before any

14q



maintenance, cut power and wait until the machine has fully stopped.

7.1 H# {#7% Daily Care

PR Frequency

FUATHE  After each build

UATHIG  After each build

H Daily

fH Daily

WH Item

it Clean powder

B Wipe

WA Environment

ALK Visual check

7.2 EWTE4E4 Periodic Maintenance

B Interval

w5 Weekly

5 Weekly

#H Monthly

7 Monthly

WH Item

Hik ALY Recoater
inspection

HESHMI Filter visual check

WEET / THe Filter
clean/replace

BN Lubrication

20

BE Method

HHRH SRR, H2RH0
I8k Sweep the chamber and
recoater; empty the waste

collector

FHTEEAT B TT M WL
P Use a lint-free cloth
on the door interior, window
and glass port

ORI, BME 15-29°C /
<80% M Log temperature
and humidity; verify 15—

29 C / < 80%

RELL, . BITEHEK
Check cables, tubing and
door gasket

Ui Note

A Ak, R B
i Check for wear, powder
adhesion and scratches; clean
if needed

KR B IESER  Check for
clogging or damage

[RsAhas: BTG S 5 A
W1 [TBD: official filter part
number and interval]

(fRedbse: il S i A
%1 [TBD: lubrication points
and spec]



R Quarterly

6-12 Af Every 6-12

months

7.3 B4 5 #4+ Consumables and Spare Parts

FERERE Accuracy check

cleaning

HFE LS Optical window

FIEbRUEIR AR, K56 X/Y/Z
JSHREFE Print a test
artefact; verify X/Y/Z

dimensional accuracy

IR BBBURH N RHAT

Authorised service personnel

only

[fpth7e: ZFiE e kR, Bask. . Ioofiss) mIEXAR. %5 . @il

JEAE 5 A 3]

WH Item

B Recoater

roller

GI1%H % Door
gasket

I Filter

WM E L Observation

window

8. & HER Troubleshooting

%5 P/N

Xo1l

o2

(571

(5721

BUYEHREB Interval

6 MH / 6 months

6 ™A / 6 months

[ERELSH |

AR EH# On

damage

(] #5757/ NOTE: FHRIIME RIS 57 F s 1 -2 RIS RMR, 5 ke EE
RER, FERIZRSATIHL. The table below lists common symptoms and remedies. If the
problem persists after one or two attempts, stop using the machine and contact support —

do not repeatedly retry or disassemble it yourself.

PR Symptom

JHHUERRL No response on

power-on

TREEE Possible Cause

S 2L T

21

RUEAREE / BHEANTT /R

HEHR Remedy

BT S R s SRR
2 ERMNIEBERERE Check

outlet and nameplate

voltage; replace fuse; contact

support if unresolved



TR st Laser will not
start

WAL FHE Uneven
powder spreading

E. TR Warped or
cracked parts

R~ Dimensional
deviation

FAFRERE Weak parts

RN Layer offset

TR Build intervupted

MIE LR Cloudy
observation window

S/ 5 Odour or unusual
noise

GIIRBE /7 BEWRE / =
(EZE A

BEAE 7/ WRE®R /il
FREAR ER B

RSy /7 BEER /B
SITEZIN

JREBREANY /b
Rk / PBGERERS

WIREIE =/ BotThE
ik / ZEEGERR

HmyaRE / ks /
B PRI

SRR /0 sl /0 i
TR

BMAME / @Rzt

ke s/ T/ MERE

22

WINETTH A, BfEs. EER
BRI Verify the door is
latched, release E-stop, read
the alarm code

TR TR B
B Refill, sieve the
powder, clean or replace the

recoater

KT REFETIRATERA
WL REMECRZ  Extend
preheat, keep the door closed
through cooling, check
ambient temperature

XA SRS R
Bl Verify slice
parameters and shrinkage
compensation; stabilise

ambient temperature

REFR LG BEHOLIR, &
ZIRBESHAMSHE Increase
new -powder ratio, check
laser power, review layer
thickness and scan

parameters

K EF L 53, FH-PER
K Check the recoater and
drive; re-level the powder
bed

FHU A S REAL R, fF
WEEEEE) Re-slice and

re-export; check the power
circult; let the machine cool
and restart

W v I JC AR s A e 2
WHREE Clean with a lint-
free cloth after power-off;
contact support if internal

fogging occurs

SLBME RO RIR . KRS
Stop and cut power



immediately ; contact
Support

9. 1z 5 k% Warranty and Support

AEYAREIEE 50Tl T, JHRMHEARCFHRE SIERT#E&E R . EUEWILE
SERIE S S 5IHLH B, This chapter covers warranty coverage and exclusions, plus

technical support channels and a checklist to prepare before contacting support. We

recommend recording the serial number and purchase date right after purchase.

9.1 fRIEE TR Warranty Policy

o K-100 #HE—ERBIRS. The K-100 includes a 1-year warranty.

o REEMAAMPLRERBIEE . The warranty starts from the invoice date.

o TRIBVEH 5% TtH L WBENLRER . See the supplied warranty card for
coverage and exclusions.

AERETEE W KITETE | Not covered by warranty:

1o NI Bk BB AHRBUREE . Damage from misuse, dropping, liquid
ingress, or unauthorised disassembly.

2. fERAER T BERAMEFRM ORAR. 385, S SEWHERE. Failures caused by
non-original or uncertified consumables.

3. RILATMREMA] Gt HHRIE L EMECRIKED . Use outside this
manual's instructions (e.g. ambient conditions exceeded, interlock
modification).

4. AR (HRRFE. BNRESE) . Force majeure.

9.2 B RS FF Technical Support

KIE Channel B85 Information

23



i Brand CREA | LoopZizo

BN RSE RERH A IR AR/ Huizhou CREA

AT Compa
a pary Intelligent Technology Co., Ltd.

B Website Loopzizo.com

AR N T X oK BE YL R 201-1 /

Room 201 -1, Kaisheng Building, Danshui

ikt Address ) ] ’g ] 9 ]
Street, Huiyang District, Huizhou City,

Guangdong Province, China

BERANFE Service WeChat WAETH —4ES / See the QR code on the cover
IS Support hotline [f54h78] [TBD]
BIGHEAS  Support emalil [f#h72] [TBD]

<image: p1_1.png>E (5 / Service WeChat QR

B 2 ZHRAM 15— 49 Figure 2 Service WeChat QR code

9.3 &I % Before Contacting Support

IRPRAE R, TEIRATHER LT E R

To speed up resolution, please have the following ready:

1. HMLEFHS (SND SEHLHI. Serial number (SN) and purchase date.

2. IR MTEW IR S K AERE . A clear description of the fault and when it
occurved.

3. MR EERIRERS (W) . Any alarm code shown on the panel.

4. DI ETEA Cnsik . FAE) o Photos or a short video (e.g.
recoating issues, part defects).

S, FTHAMEIREL, ik S5U 24, Material type, batch and slice parameters

used.
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10. B % Appendix

BRI B AR . AR IR W RS A e, (T HEPEA . The
appendix collects the quick specification reference, glossary, FAQ and revision history for

day-to-day reference.

10.1 #k& % 7 Quick Specification Reference

WH Item ¥ Specification

5 Model K-100

T.2 Process SLS | Class 1 Laser Product
WOt Laser 5W 450nm diode, variable power
B2 Build chamber 140 x 140 x 140 mm

BREM Max. part 130 x 130 x 130 mm

Z5 Layer thickness Zo1wmm | X/Y0.05mm
RKHEE Max. speed 15 mm/h (2)

A EIEE Cooling time <6 h B full cylinder )

MEL Materials PA11 / PA12 / TPU

X Support T None

# Hopper 3 KG

EH: Connectivity SD / TF / USB (&% offline )
VIR A% Slicer CREA Builder SLS ( SLC #%0
IR Power 220VAC / AC110V, 50Hz
I Dimensions 40 x 42 x 82 cm (W x D x H)
W Environment 15-29 C, RH < 80%

& Warranty 1 4 year

25



10.2 Ri&# Glossary

3 Chinese

P BOLEES

IDithiin

iz vigen

HikHLI

i

SLC

&)

fiii 73

Bk / IR

English

Selective Laser Sintering
(SLS)

Build Chamber

Build Cylinder

Powder Feeding Hopper

Recoater

Powder Bed

Layer Thickness

Slicing

SLC (Slice)

Cake Break-out / De-caking

Sieving

New -to-Reclaimed Ratio

20

BB Description

CLBOGIZ 2 Be 4t A A i F) 3 44 1l
ETLZ An additive process
that fuses powder layer by

layer with a laser

FHRBERZ The
volume where the part is
built

ARER R IFZJZ T I
Holds the powder bed and
indexes down layer by layer

AP HLRI R M) R 45  Stores
and supplies powder

Rty AT 2 BB LAY
Spreads and levels powder
into the chamber

HOB R R IENR The

powder substrate

BEMARMIEEE Thickness of
each powder layer

e =T B BN R R R 1L R
Discretising a 3D model into
layer paths

SLS T2 MY SO
A common slice file format
for SLS

MB DR A AR
Separating parts from the
powder cake

TR IR K BL 25 Rt B
Filtering reclaimed powder to
remove agglomerates

B A TR T i LR The

proportion of virgin powder



in a blend

T, FEIRYIBEOL A
T4 Interlock safety switch that disables
the laser when opened

K 2VIMIEsh 5Ot
Emergency Stop Button that cuts motion and

i
W

laser in an emergency

10.3 % Wi & FAQ
Q1: SLS 5 FDM LB H 4% ? Q1: What advantages does SLS have over FDM?

SLS Tl SCHELimy, W EERR R RN S BBE, TR & Rk, BT
B R AT . —OREEZAFAF. FDM RIS RIS LA, HFEX
. R ISR EAFAETT M

SLS needs no support structures, directly produces complex cavities and interlocking
geometry, yields near-isotropic mechanical properties, and allows many parts to be
nested and built in one cylinder. FDM offers finer feature detail and surface finish but

requires supports and has directional interlayer strength.

Q2: AADHEFRFEFAE? Q2: Why must the whole cylinder cool down?

EHRE TR F 2N ANRZE = R gE Ay, SECHIN S RS2 [FN S iR GLafE
TERGINE . FRARVA HIE (] < 6 /B .
Removing parts while warm causes uneven shrinkage from thermal gradients, leading to

warpage and out-of-tolerance dimensions; the hot cylinder also poses a burn risk.

Nominal cooling time is < 6 hours.
Q3: MEKATLLLERRKEUE? Q3: Can powder be reclaimed indefinitely?

ATTEL . MPRE N Z IRBE G 73 TR T Wsh Az, RS SREN. SRITHE
RSy, JF4k Bk I =37 SR RRFN 9 IRBAKN, 53] FIRJ5 R AT
ST

No. After repeated thermal cycles the powder's molecular weight and flowability degrade,
weakening the parts. Sieve after every build and blend at a new-to-reclaimed ratio of
3 : 7. Powder lifetime is within 9 cycles; replace the batch entirely once the limit is

reached.

Q4: ITENR WIS /EFE? Q4: What happens if power fails during a build?
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TR . RS IRSE R AL B, W 75 B ER T 2R s R, A
WOE AR A gt . BEHANER 13 M g U B U FRJR  UPS,

The build is interrupted. After power returns, follow the panel prompts; usually you must
run a cooling cycle before retrieving parts, and resuming the build directly is not

recommended. In unstable grids, use a voltage regulator or UPS.

Q5: BHEWRETE? FEMNHEEMNE? Q5: Where do | download the software? Is

it paid or online?

i ME ™ www.loopzizo.com T #; CREA Builder SLS %34, LHEf 2. LHEIN
. FTENSCAF@EL SD K/ TF & /U BB gLy, TR . HARThaeys B e (CREA
Builder SLS W AF Ui )

Download the CREA Builder SLS installer from the official website www.loopzizo.com
— free of charge, no dongle required. Print files transfer offline via SD card, TF card or
USB drive. For feature scope, see the dedicated CREA Builder SLS Software Manual.

Q6: TWRAITHISBEKEES? Q6: Can it print metal or ceramic?
AEE. K-100 BIM B AN PA11. PA12. TPU =FE &Y A .

No. K-100 supports three polymer powders: PA11, PA12 and TPU.

10.4 WA % Revision History

FRAE  Version H# Date ZE  Changes

LR R WA R A
BEF . B S ANBERR s Bk 2
BENEM T
( www.loopzizo.com ) ; 3t
THHLEE 30 Grdfy Z B
MR WIRRETIHRIEES 3 7
SkAAEm a9 KU (s
Bl 5 SEHSN.  Updated
Vii 2026-10 per customer feedback: initial
powder and PPE not
supplied; software download
moved to the official website
(www.loopzizo.com); added
the 30-minute preheat and
Z-axis dry-run procedure;
specified the 3 : 7 new-to-
reclaimed ratio and a 9-cycle
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powder lifetime; completed
spare-part P/Ns and
intervals.

HRAM: ZHWE K-100 7*
mE AR, RN AR & AL
First release; specifications
from the K-100 brochure;
unconfirmed items marked
as TBD

BN HRE BRI B R AT - Huizhou CREA Intelligent Technology Co., Ltd.

V1.0 2026-10

‘EM | Web: Loopzizo.com | WIHLIRZ 4R | Wanted: Global Distributors

KF WAL UWEEE, BAT Tk 15 BV RS B 77 &4 ~ifE.  Specifications are
subject to change without notice. Refer to the supplied documentation and official
releases.
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