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SAFETY WARNINGS AND GUIDELINES  

 Be careful not to damage the black film film on the build plate.  

 Do not remove the insula ng tape on the extruder nozzle.  

 Take care to avoid touching hot parts, including heat blocks, extruder nozzle, 
extruded filament, and the heated build plate.  

 Do not wear gloves when opera ng or repairing to avoid entanglement.  

 Keep the printer and all accessories out of reach of children.  

 Do not remove or disconnect the USB cable when prin ng from a computer.  

 Do not pull or twist the black cable at any me.  

 Do not force or tear anything when during unpacking and setup.  This may cause 
damage to the printer and/or its accessories.  

 Do not reach inside the printer during opera on.  

 Always allow the printer and extruded filament to cool before reaching inside.  

 Ensure that the printer is turned off and unplugged from its power source before 
making repairs or performing servicing.  

 Do not install this device on an unstable surface where it could fall and cause either 
personal injury or damage to the device and/or other equipment.  

 Do not subject the product to extreme force, shock, or fluctua ons in temperature 
or humidity.  

 This device is intended for indoor use only.  

 Do not expose this device to water or moisture of any kind.  Do not place drinks or 
other containers with moisture on or near the device.  If moisture does get in or on 
the device, immediately unplug it from the power outlet and allow it to fully dry 
before reapplying power.  

 Do not touch the device, the power cord, or any other connected cables with wet 
hands.  

 Use only in a well‐ven lated area.  Do not use in close, confined spaces.  

 Prior to opera on, check the unit and power cord for physical damage.  Do not use 
if physical damage has occurred.  

 Before plugging the unit into a power outlet, ensure that the outlet provides the 
same type and level of power required by the device.  

 Unplug this device from the power source when not in use.  

 Take care to prevent damage to the power cord.  Do not allow it to become 
crimped, pinched, walked on, or become tangled with other cords.  Ensure that the 
power cord does not present a tripping hazard.  

 Never unplug the unit by pulling on the power cord.  Always grasp the connector 
head or adapter body.  

 

 



INTRODUCTION 

This printer features a single extruder, which is capable of prin ng in PLA, ABS, and 
other materials.  You can print from a Windows® or Mac® PC using a USB connec on or 
can print from 3D model files stored on a microSD™ card, without the need for a PC 
connec on of any kind.  This printer is easy to setup and easy to use following the 
instruc ons in this manual.  

 

FEATURES 

 Single extrusion print head  

 100 microns resolu on (0.1mm) 

 Heated bed 

 1.75mm diameter filament 

 Can print PLA and ABS 

 446°F (230°C) max extruder temperature 

 120 x 120 x 120mm build area 

 55mm/s prin ng speed 

 Open frame design for ease of use and maintenance  

 Includes 256MB microSD™ card  

 

CUSTOMER SERVICE 

Monoprice customer service department can be contacted through the Live Chat link 
on their website www.monoprice.com during normal business hours or via email at 
support@monoprice.com 

Whilst Monoprice are the supplier of the printer there is a large online community in 
place for users of this printer with extensive informa on available: 

Main web user group wiki 
h p://www.mpselectmini.com 
 

Facebook Group 
h p://mpselectminiusers.com 
 

Google+ community 
h ps://plus.google.com/communi es/116802523766279866092 
 

Reddit 
h ps://www.reddit.com/r/MPSelectMiniOwners 



ORIGINAL EQUIPMENT MANUFACTURER 

Whilst the printer is branded and sold as a 

Monoprice product it is actually manufactured 

by a Far Eastern factory who also supply it to 

other companies.  The Malyan M200 is 

essen ally the same machine.  Extra so ware 

and support can be found on the Malyan  

website: 

h p://malyansys.com/en/product/m200/ 
 

PRODUCT OVERVIEW 

 

 

 

 

 

 

 

 

 

1. 

Feed Mechanism      4. LCD Display  

2. Filament Rack      5. Micro USB and MicroSD Ports  

3. Extruder       6. Input Power Jack and Power Switch  

 

USING THE MENU SYSTEM  

 The menu system is displayed on a backlit LCD screen.  

 The menu selec on highlight or pointer is moved by rota ng the jog wheel and 
pressing in to make a selec on.  



SETUP  
Warning !  Take care not to damage the black film on the build pla orm.  This film is 
essen al to ensure the 3D model properly adheres to the build pla orm during prin ng.  
If this film becomes damaged or wears out, replace it with another sheet of Buildtak.  
 

Perform the following steps to prepare the printer for use.: 

1. Remove the printer from its packaging and place it on a flat, stable surface with 

plenty of ven la on and a nearby AC power outlet.  Ideally place onto a silicone sheet 

to reduce noise and vibra ons. 

2. Open the Accessories box and remove the Filament Rack. Slide the 

tab at the flat end into the slot on the le  side of the printer frame.  

3. Ensure that the power switch on the rear panel is in the OFF posi on 

(O side depressed).  Plug the C13 end of the included AC Power Cable into the C14 

panel connector on the AC Power Adapter, then plug the other end into a nearby AC 

power outlet.  Depress the I side of the power switch to power the printer ON.  

 

4. Rotate the control wheel clockwise to highlight the Move 

entry, then press the centre of the control wheel to open the 

Move menu.  

 

5. Rotate the control wheel clockwise to highlight the Home Axis 

entry, then press the centre of the control wheel to ac vate the 

Home Axis func on. The printer will move the extruder head to 

the "home" posi on.  

 

6. Turn the printer off by depressing the O side of the power switch. 

  

7. Slide a thin business card between the build pla orm and 

the extruder nozzle. The extruder height above the build 

pla orm for the original black film should be approx. 

0.15mm (0.25mm for replacement Blacktack), which is the 

thickness of a sheet of thin card.  The extruder is at the 

correct height when the card can be slid between the 

nozzle and the pla orm without binding.  

 



7 cont.   

When the extruder head is moved or when the card is moved under it, there should be 

a slight amount of resistance, but the card should not be dragged with the extruder 

when it is moved.  

If the height is incorrect, use the included hex 

wrench to make slight adjustments to the pla orm 

height by turning the screws at each corner of the 

pla orm. Turn the screws clockwise to lower the 

pla orm and an clockwise to raise the pla orm. 

Turn the wrench no more than 1/4 turn each me, 

then recheck the height. Con nue checking and 

adjus ng un l the height is correct at all points on 

the pla orm.  

 

8. Insert the included microSD™ card into the slot on the right side of the printer.  

 

9. Turn the printer on by depressing the I side of the power switch on the rear panel.  

 

10. Rotate the control wheel clockwise to highlight the Preheat 

entry, then press the control wheel to open the Preheat menu.  

 

11. Use the control wheel to highlight the Extruder entry, then 

press the control wheel to edit the value. Rotate the control 

wheel to set the temperature to the target temperature for the 

type of filament you plan on using (205°C PLA, 230°C ABS). 

 

12. Using the same procedure, set the Bed temperature to the target temperature for 

your filament type (60°C ). 

 

13. If the bu on to the right of the Bed entry reads Start 

Preheat, use the control wheel to highlight the Start Preheat 

entry, then press it to start prehea ng the extruder and build 

pla orm.  The bu on will change to read Stop Preheat and the 

Extruder and Pla orm bu ons will read the actual 

temperatures.  



14. While the printer is hea ng, open your filament. Using a pair of scissors or side 

cu ers, diagonally snip the end of the filament to make a point, as shown in the images 

below.  This will allow the filament to be loaded into the hotend easier. 

 

 

 

 

 

 

 

 

 

15. Using the control wheel, navigate to the Move menu, then select the Z Axis op on 

and press the wheel.  Turn the control wheel counterclockwise to raise the extruder  

off the build pla orm.  Ensure there is at least a 15mm gap between the bed and the 

hotend. 

 

16. Place the filament reel on the filament rack on the le  side of the 

printer.  

 

17. Once the heater is at the correct temperatures you can insert 

the filament.  While squeezing the lever on the Feed Mechanism, 

insert the filament and push it into opening. Keep pushing un l you 

feel resistance as it hits the extruder. Release the lever on the Feed 

Mechanism.  

 

18. Using the control wheel, highlight the Extruder entry on the Move menu. Press the 

control wheel, then turn it counterclockwise to feed filament into the extruder. 

Con nue un l filament starts to extrude out of the nozzle.  

 

19. Using a scraper, clean the extruded filament from the nozzle and build pla orm.  

 

20. Using the control wheel, select the Print op on from the 

main menu. The printer will read the contents of the microSD™ 

card and display them on screen. Highlight the 3mmBox.gcode 

file, then press the control wheel to start prin ng the model.  



21. A er the first layer has been laid down, use the control wheel to Pause or Cancel 

the prin ng opera on. Examine the layer and compare the printed material with the 

images in the below.  If the result is wrong, turn off the printer and re‐adjust the 

pla orm height as indicated. Clean off the printed material using the included plas c 

scraper, then print the model print again. Keep repea ng this process un l the result is 

correct.  Ge ng this height adjustment set correctly is cri cal to reliable prints. 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

PRINT BED 
Too High 

The p is just 

dropping 

filament onto 

the bed 

Too Low 

The p is digging 

into filament or 

bed as it is 

extruding 

Just Right 

The p is pressing the 

filament down onto 

the bed for a good 

s ck extruding 

Successful first layer 

Build plate to ght to nozzle 

Build plate to far from nozzle 



TROUBLESHOOTING 

You will experience some issues with prin ng from me to me.  Listed below are a few 

of the more common faults you may experience: 

 

Print not s cking to bed 

Nozzle starts too far away from bed (level bed) 

First layer is prin ng too fast 

Temperature or cooling se ngs (not hot enough) 

When all else fails try ra  and brim se ngs 

 

 

Overhea ng 

 Insufficient cooling (a feature of this printer) 

Prin ng at too high a temperature 

When all else fails try using a desk fan 

 

 

Layer separa on or spli ng 

 Layer height is too large 

Print temperature is too low 

Check for draughts or aircon outlets 

 

 

Grinding filament 

 Increase the extruder temperature 

Prin ng too fast 

Check for nozzle clog 

 

 

Inconsistent extrusion 

Filament is ge ng stuck or tangled 

Clogged extruder 

Very low layer height (level bed) 

Poor quality filament 

 



CLOGGED EXTRUDER 

At some point you will experience a clogged extruder.  Some mes by simply unloading 

and reloading the filament you may find that this fixes the issue.  However when this 

does not resolve the issue there are several other op ons for cleaning the hotend 

nozzle. 

 

 

The Atomic Method 

The atomic method is the most effec ve way to clear a blockage in your nozzle.  It will 

clear the blockage by pulling dirt or carbonized material out of the nozzle from the top 

side.  To apply the Atomic Method you don’t need to disassemble the print head or hot 

end, which makes it very easy to use this method. 
 

A video on how to apply this method is available by Monoprice: 

h ps://www.youtube.com/watch?v=c03P3UNRoFE 
 

Tip: Besides using this method to unclog the nozzle, you can use the Atomic Method when switching to a 

material. This way all residue from the previous material will be removed, helping to prevent blockages. 

 

 

Cleaning Filaments 

Numerous specialist cleaning filaments are available which will clean your nozzle.  

These are very useful to use if you regularly change between materials.  A full lis ng of 

the filaments available is available on the Wiki: 
 

h ps://www.mpselectmini.com/nozzle_cleaning 

 

 

Mechanical cleaning 

If a er all the above methods you s ll cannot clear the blockage then you can always 

try to manually remove the material using pcb drills etc.  However this normally creates 

more problems for you down the line as you will o en damage the nozzle.  At this point 

it is o en best to swap the nozzle for a new replacement (approx. $10).  

Full instruc ons for changing the nozzle can be found on the wiki pages. 

 

 



FILAMENT GUIDE 

Your Mini v2 printer features a single extruder, with a maximum prin ng temperature 
of 230°C.  The heated bed has a maximum temperature of 60°C.   These specifica ons 
allow for prin ng using a wide range of materials.  More exo c materials that require 
higher print temperatures such as Nylon and Polycarbonate will not be able to be used 
with your machine. 

When changing between different filament materials it is recommended to completely 
purge your hotend to ensure that there is no material cross contamina on.  The most 
effec ve method of purging is to use the atomic method as this completely removes all 
material from your hotend prior to inser on of new filament. 

The following materials are suitable for use with your Mini v2 and recommended print 
se ngs are given in bold. 

 

PLA ‐ POLYLACTIC ACID 

PLA is one of the most commonly used 3D prin ng materials. It's affordable and easy to 
use.  It adheres to itself well, so high prin ng speeds are possible. PLA is suscep ble to 
heat and is not ideal for a high temperature environment, such as long term outdoor 
use.  

It is a biodegradable thermoplas c which makes it more environmentally friendly than 
most types of 3D printer filament.  It is made from annually renewable resources such 
as corn starch or sugar cane. 

PLA can be printed at lower temperatures than most other materials and it doesn’t 
warp easily meaning a heated bed is o en not needed.  It is generally considered an 
odourless filament which makes it preferen al for use in office environments. 

 

Prin ng Temperature:  205°C  (180 ‐ 230°C) 

Buildplate Temperature:  60°C  (20 ‐ 60°C, but not needed) 

Strength:    High 

Flexibility:    Low 

Durability:    Medium 

Pro’s:     Ease of use, great surface finish 

Con’s:     Quite bri le, tends to deform at 60°C or higher 

Typical uses:    High quality space models, low wear parts,  
     prototypes and containers 

 



ABS ‐ ACRYLONITRILE BUTADIENE STYRENE  

Acrylonitrile butadiene styrene (ABS) ranks as the second most popular 3D printer 
filament, a er PLA. But that just means it’s the second most commonly used. With 
respect to its material proper es, ABS is actually moderately superior to PLA, despite 
being slightly more difficult to print with.  It’s for this reason that ABS is found in many 
manufactured household and consumer goods, including LEGO bricks and bicycle 
helmets! 

Products made of ABS are highly durable and are able to withstand higher 
temperatures during use.  It should be noted that it requires a high prin ng 
temperature and gives off fumes during prin ng so should be used in a well ven lated 
space.  A heated bed is required for prin ng but also note that ABS has a tendency to 
warp during cooling.   

 

Prin ng Temperature:  230°C  (210 ‐ 250°C) 

Buildplate Temperature:  60°C  (80 ‐ 110°C) 

Strength:    High 

Flexibility:    Medium 

Durability:    High 

Soluble:    Esters, Ketones and Acetone 

Pro’s:     Can be recycled, moderately flexible, can withstand 
     high temperatures and high stresses 

Con’s:     Difficult to print with, fumes during prin ng, warping 

Typical use’s:    Automo ve components, drill guides, high wear  
     components, electrical enclosures 

 

 

 

 



PRINTER UPGRADES 

The Mini v2 is a great value for money printer straight out of the box, however as you 
become more proficient with 3D prin ng you may want to consider several 
modifica ons to enhance your Mini v2.  Regularly check the user groups and Wiki page 
to see what upgrades other users have had success with. 

 

BUILDTAK FLEXPLATE 

The Flexplate system is a magne c buildplate 
modifica on that allows easier removal of 
models once printed.  The system consists of 
three components, the BuildTak FlexPlate, the 
magne c moun ng base and the BuildTak film.  
Once prin ng is complete, simply remove the 
FlexPlate and bend un l the model releases 
from the build plate.   

If you decide to install the Flexplate you will need to lower your print bed by removing 
the bed spring retaining cups and manually relevel the bed.   

 

FILAMENT GUIDES 

Prin ng a filament guide is a simple add‐on that improves the 
travel of the filament into the printer.  Numerous models are 
available on Thingiverse.  Another useful filament modifica on is 
the addi on of a rounded spool holder cover, this reduces the 
fric on of the spool whilst rota ng. 

 

MICRO SD CARD EXTENSION CABLE 

Using a simple microSD card extension cable (available on 
Amazon) makes inser ng and removing cards much easier and 
reduces the risk of damaging your printers card connector. 

 

HEATED BED REWIRE 

The Mini v2 is known to have some issues with the rou ng of the heated bed wiring, 
this over me can break down and stop working.  Complete cable re‐rou ng and 
rewiring instruc ons can be found on the Wiki. 



Maintenance 

Regular maintenance on you printer will ensure reliable prin ng and is quick and easy 
to do. 

 

LUBRICATION 

Disconnect the printer power supply.  Apply a small amount of light grade oil (sewing 
machine oil is ideal) to a cloth and gently wipe all guide rods for the x and y axis.  Very 
li le oil is actually required so less is best.  This should ideally be carried out once a 
month or more o en if you’re prin ng very frequently. 

 

BED CLEANING & MAINTENANCE 

Ensure that you clean the bed print surface regularly using Iso Propyl Alcohol (IPA).  This 
will ensure a clean surface for the first layer of your print to s ck to. 

It is also best to move your parts around the build area from me to me as this 
ensures you don’t wear out the centre of your build film. 

 

SPARE PARTS 

If you require spare parts for your printer such as heaters and thermistors etc. always 
check the Wiki first as this will give you guides for changing parts and also current 
sources for purchasing. 

Monoprice hold very li le spares stock for their printers so you will find it easier to 
purchase from 3rd par es such as the following: 
 
 

The main source for specific spare parts, www.gigdigi.com 

 

A great Canadian source for compa ble parts is 3dPrin ngCanada who are based in 

Hamilton ON.  Ask for parts for the Wanhao Duplicator i3 Mini as this is effec vely the 

same machine and manufactured in the same Far Eastern factory as the Monoprice 

Mini v2, 3dprin ngcanada.com 

 



REGULATORY COMPLIANCE  

 

No ce for FCC  

 

 

 

This device complies with part 15 of the FCC Rules. Opera on is subject to 

the following two condi ons: (1) This device may not cause harmful 

interference, and (2) this device must accept any interference received, 

including interference that may cause undesired opera on.  

Changes or modifica ons not expressly approved by the party responsible 

for compliance could void the user's authority to operate the equipment.  

 

 

No ce for Industry Canada  

This Class B digital apparatus complies with Canadian ICES‐003.  

Cet appareil numérique de la classe B est conforme à la norme NMB‐003 du 

Canada.  


