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D200  3D PRINTER

PRODUCT MANUAL

D200-3D printer Instructions
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Shenzhen Kelant science and Technology Co., Ltd.

Thanks for choosing Kelant Orbeat D200 printer ！
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Please read the user manual carefully.
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Please visit www.kelandi.cn for firmware and slicing software updates .
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Email us：Alex-kelant@outlook.com for any supports or suggestions .

Copyrighted by “shenzhen Kelant Technology co.,Ltd”All rights reserved . 
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1.Packing List 
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Orbeat D200 printer 1PCS
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Build Plate  1PCS
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Resin Vat  1PCS
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USB disk  1PCS
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250ml resin  1PCS (for some country )
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Gloves 1Pair 
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FEP Film  1PCS
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Tool kit  1PCS
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Pliers   1PCS
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Scraper 1PCS
	Power adapter /power cord   1PCS
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D200-3D  printer 

Instructions  1PCS
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2.Precautions

Please contact our Customer service first if you have any questions after you received the printer
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Keep the Kelant Orbeat D200 and its accessories away from Children 
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Use printer at room temperature ,Avoid direct sunlight and dusting environment 
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Kelant Orbeat D200 must NOT be exposed to water and rain.
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Wear gloves when handling the resin and avoid direct resin contact 
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Be cautious  when using the scarper .Never direct the scraper towards your hand 
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 Few accessories in Kelant Orbeat D200 printer are consumables and the warranty coverage may vary  
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Do not disassemble Kelant Orbeat D200 printer,Please contact technical support if you have any questions .                      
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In case of emergency ,Please immediately cut off the power of  Kelant Orbeat D200 printer and contact technical support .

Technical Specification

Printing parameters

System                      Kelant

Operation                   3.5-inch touch screen

Slicing software            Chitu

Connectivity                USB Disk

Specifications

Technique                LCD Shadow Masking

Light Source            UV-LED（Wavelength 405nm）

XY Resolution            0.0675mm（1920*1080）

Z axis accuracy           0.00125mm

Suggested layer thickness      0.025~0.2mm

Print speed            40mm/h

Rated power            144W

Physical Dimensions

Dimension            225mm（L）*225mm（W）*415mm（H）

Build Volume         130mm（L）*73mm（W）*150mm（H）

Material             405nm UV-resin

Weight               ~6.5kg
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4.Product Overview
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5. Menu Directory
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Menu directory 
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6.Assembling and leveling instructions

1) Unpack the machine and then tear off the protection film outside.

2)Take off the cover .

3)Check and ensure the LCD screen and plateform are clean and free of dust . , Do not install the resin VAT now

4)Plug in power and turn in power switch

6.Assembling and leveling Instructions    

5)Please loosen the screws on the front and right side of the ball joint build plate. as show in fig.(1) .
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fig.(1)

As shown fig.(2) ,put a A4 paper on LCD screen and install the build plate onto the build plate bracket (if can not be installed due to limited distance ,then please click and rise the z axis by “0.1mm”or “1mm”on the touch screen until the build plate can be installed ).lastly tighten black build plate fixed knob on the top 
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fig.(2) 
As shown fig.(3)，Click“TOOLS”→ “MANUAL”→“HOME”on the touch screen , wait for the Z axis descent and then it will stop automatically . (Click Emergency stop if need to stop Z axis immediately )

                             fig.(3)

After the build plate is settled ,if it is far from the 2k LCD screen ,then click and lower the Z axis by “0.1mm”or “1mm” on the touch screen until feel the drag resistance when pulling the A4 paper back and forth ,As shown fig.(4)

Ensure click only once every time ,do not press continuously to avoid 

The impact risk on the LCD screen  

Now ,Gently press on the top of the build plate , and let it fit evenly on the LCD screen, use tool to tighten the screw on the front firstly and then tighten the screw on the side (please try your best to keep those edges parallel )

Note : the build plate should not be titled at any direction.  otherwise, it will affect the prints 


 fig.(4)

10.Double check :  Click on the touch and let the Z-axis up and down until feel the resistance when pulling the paper at a particular Z-axis height .The purpose is to adjust the distance between LCD screen and build plate to a piece of paper thin . 
9、Function test of LCD screen : Gradually rise the build plate about 120mm,then click “TOOLS”→  “DETECTION” → “NEXT ”.The LCD screen should display a complete rectangular as shown in fig.(5),Otherwise ,The UV light is malfunction and please contact tech support 
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 fig.(5)
10、Make sure the resin VAT is nice and clean ,then install the resin VAT till it aligns with the twp limit-screws on the panel , as shown in fig.(6) Finally ,tighten the adjustable nut on both sides to secure the resin VAT .  
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fig.(6)

Software installation 

Slicing Software installation 

  Slicing software is located in USB-Disk , Double click the file and follow the installation guide as show below  
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2)Manipulate 3d model in Chitu slicer
When the software is installed, it will run automatically , on the menu bar, Click “file” → “open file” to import you own 3d format model ,ie : STL file , or you may input the test file in USB-Disk . Using the mouse ,left click on the model ,then the model could be manipulated by “View” “Rotate” “Scale” and “Move”
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Other operations：

（1）Position Change : Left click and hold on the model ,then you may change the model position ,by dragging it around 

（2）Zoom in / out : Scroll the mouse wheel

（3）Change viewing angle : right click the build plate .hold on and move on the mouse . 

3)Chitu Slicer setting 

At the top right corner, there are “parameters”、“support”、“print size”settings，Please refer to below instructions 

For those settings 

1、Parameters

Layer thickness：It is suggested to set it to 0.05mm (range: 0.01~0.2mm。The thicker of layer thickness is , the longer layer exposure is . 

Normal exposure time：Setting range 3~6s， it was set by thickness of each layer and details complexity of the model . 

Off time ：0 s。

Bottom exposure time ：Setting range 15~30s，The longer bottom exposure time is , the easier for the model stick the build plate is . 

Bottom layer：Setting range : 3~6 layers 
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2、support 

  The type of support can

be divided into light ,medium,heavy,

Each choice has a corresponding

Parameter setting.

Light : Contact area between the 

Support and model is small .easy to

Remove the support . 

Heavy : Support contact with the 

Model is large --solid .

It is recommended to use the  

“medium” first ,and use the default 

Setting . 

Raft：Add the raft will make the 

Bottom stick better to the build 

Plate (but using more material),The

Parameter could be changed according 

To your own needs.  

3、Print size 

  There parameter do not need modification,but if the printed model has big size errors along a particular axis (X.Y.Z) you can modify the corresponding value for that axis proportionally .
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Slicing and save  file

When the setting are correct，Click“slice”icon at the top left ，save it at USB-Disk and start slicing ,click“OK”to complete the slice；or click “show preview”to to check the printing layers and other parameters as well . 


4)First print instructions 

  Before printing, to minimize the first time fail ,（1）please ensure Z-axis works fine （2）The Build Plate is well leveled （3）UV light is function properly . 

 Print 

Please insert USB disk into printer USB port ,then wear gloves,slowly pour the resin to resin VAT until it reaches 1/3 volume of it . take off gloves ,select test file or your own file as show in fig.(6) and start printing , During printing . avoid direct sun light and keep flat avoid shaking .
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  If you think the resin is not enough to finish the ongoing print. (or you wish to change the resin color) you can click “pause” ,the build plate will rise, and you can slowly pour the resin into the resin VAT .After that ,press “start” to resume .

Handling models and residues 

After printing finished，awaiting the resin stop dropping from the build plate,and then unscrew and remove the plateform . as show in fig.(7) the model could be removed by scraper carefully .the model should be washed by ethanol 95% concentration .the printed model may need post curing to achieve better hardness by direct sunlight or UV curing box . 

(Important)Inevitably , in case of incomplete curing or failed prints .there might be some resin residues left in the resin VAT , then please filter by a funnel and store the resin in a sealer container, for the residues left in the resin VAT or on the plate plate ,please use paper towel or plastic scraper to carefully get rid of that  . 

Before each prints ,please ensure there is no solid residues in the resin VAT or build plate . otherwise, The LCD screen may be impacted or broken during leveling or printing  .
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9.FAQ and machine maintenance 
1) Model not sticking to build plate.

(1)Bottom exposure time is insufficient ,increase the exposure time 

(2)Contact area between the model and build plate is small. Please add raft ,

(3)Bad leveling 

Layer separation or splitting 

The printer is not stable while printing 

FEP film is not tight enough or it needs to be changed

The printing build plate or resin VAT is not tightened. 

9.1、Machine maintenance .
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1.if Z axis make noise sound ,please apply lubricant to Z lead screw


2、Do not use sharp objects to scrape off the residues on the FEP film

3、Be carefully when remove the Build plate , do not let it fall into LCD screen . 

4、Do not let the resin in the resin VAT for over two days if not using it , please filter and store the resin properly . 

5、After printing ,Please clean up the build plate (wipe clean with paper towel or wash with alcohol )and ensure no residues left before next print .

6、If outside of the printer is stained with resin , use alcohol to wipe clean . 

7、To switch different resin color , please clean original resin VAT first.  

If you have any questions Please contact our customer service .  alex-kelant@outlook.com 

Google Forum : https://www.facebook.com/groups/1030525573790639/
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Delete Current file


Click start printing


Return to print Menu











Enter the System Menu


Enter the tools Menu


Printing








Information


Turn on / off Sound 


Return to system menu





Move Z-axis


Move up Z-axis


Move down Z-axis


Return to Zero


Z-axis moves 0.1mm


Stop moving Z-axis


Return to Home Menu





System


Change Language (Chinese/English )


Official website and after sale contact


Product information


Return to Home Menu





System


Move Z-axis manually


Screen test


Re-set the zero point 


Turn of Z-axis motor


Return to Home Menu





Detection


Click to set the test time


Increase the test time 


Reduce the test time


Click on the test for pre-set time


Return to tools Menu





Service   


Return to System Menu 








Resin Vat Knob





Push into
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