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14-1  Troubleshooting
Issue Possible Solution

Jams/Clogs Partial or complete clogs can 
prevent filament from exiting 
the nozzle and will inevitably 
cause the extruder gear to 
bite into and chew through 
the filament.  
 
If you are experiencing a 
clog or a filament jam, we 
recommend performing a few 
cold pulls to try and remove 
any contaminants that may be 
in the nozzle.

When it comes to performing cold pulls (sometimes referred to as atomic pulls), set your 
tool head to the extrusion temperature of the filament you will be using to perform the 
cold pull. 

1 Push that filament into the tool head while the tool head is hot, then turn the 
temperatures of the hot end back down to around 100°. 

2 Keep pushing until you no longer see filament coming out and can no longer feel the 
filament going into the hotend and keep letting it cool off.

3 Once it gets to 100° apply a little upward pressure on the filament like you are trying 
to pull it out. Not a lot of force though.

4 Start heating the tool head back up to around 200°C again while pulling up a little.

5 As the plastic softens, you will start to feel the filament elongating and once soft 
enough, the filament should pull right out leaving a nice plug at the end. 

You may need to perform this multiple times in an effort to remove anything that may be 
clogging your nozzle. 

If you are not able to clear a clog or jam using the above instructions, please reach out to 
our support team for further assistance. Contact information can be found near the end 
of this guide.

Filament Grinding Filament grinding is normally 
the result of too much 
pressure in the hotend which 
prevents filament from exiting 
the nozzle.  
 
If anything is blocking the 
transport of the filament out 
of the nozzle of the printer 
the teeth of the gear will crew 
through the filament.

Check that your nozzle is not too close to the printer’s bed.  
 
If it is too close to the bed, you will need to adjust your z-offset to bring the nozzle higher 
up. See the Troubleshooting section on bed adhesion for instructions on this process.

Also, check your printing temperature as well as the tension on your filament idler.  
 
If printing too cold or if you have too much tension on the filament at the idler this will 
prevent the movement of filament and ultimately grind away at it. Try increasing your 
print temperature and loosening the tension on the filament idler a little bit.

Clogs/filament jams can also cause the gears on the extruder to grind through filament. 
Please refer to the Jams/Clogs section for more information.
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Over Extrusion Over extrusion can be fairly 
easy to spot as the prints 
you are getting will either be 
slightly too large or appear to 
be pretty blobby.  
 
This is caused when too much 
filament is being extruded 
from the nozzle and can be 
caused by a number of issues.

1 Be sure that the filament diameter is set correctly within your slicer.  
 
The most common filament diameters are 1.75mm filament and 2.85mm filament. 
Some manufacturers create 3.00mm filament and it is actually 3.00mm, while others 
state their filament is 3.00mm when it is actually 2.85mm filament.  
 
If you have access to calipers, check to ensure that you have the correct filament 
diameter set that corresponds with your installed tool head. 

2 Check for a worn nozzle.  
 
Even non abrasive filaments can wear the nozzle on your printer over time and will 
widen the opening where the filament comes out.  
 
This means that even though your nozzle started off as a 0.5mm diameter nozzle, due 
to wearing, it may be 0.6mm or even wider.  
 
This will cause more filament to be extruded than the printer thinks. Highly abrasive 
filaments such as glass/carbon fiber filed materials will wear through your nozzle 
faster than others.

Under Extrusion Under extrusion can be a little 
more difficult to diagnose. 
 
Your prints may appear like 
they are slightly hollow or 
maybe there are missing lines 
or extreme gaps on the print.  
 
Your top layers may have 
space between the lines of 
plastic.  
 
Like over extrusion, be sure 
that your filament diameter is 
set correctly in your slicer to 
ensure that the printer extrudes 
filament at the right speed.

1 Check filament idler tension.  
 
If the tension on your filament idler is too loose, the gear that pushes filament into 
the hotend may not be fully engaging the side of the filament and can slip. This will 
prevent the filament from going into the hot end and cause a lack of plastic being 
extruded. 

2 A partial clog in the nozzle is another common cause of under extrusion.  
 
If there is debris preventing plastic from being extruded, it will cause under extrusion. 
If this is the case, you will usually see grinding through the filament and may need to 
perform a few cold pulls to try and remove any debris.  
 
Please refer to the Jams/Clogs section for more information regarding cold pulls
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Layer Adhesion/Delamination Layer adhesion or 
delamination issues can stem 
from a few different places.

Depending on the filament used, you may need an enclosure.  
 
ABS tends to warp and shrink after it is printed and this can cause the layers to come 
apart. The use of an enclosure greatly reduces the speed at which the filament shrinks 
and helps minimize layer separation.

Another reason for layer adhesion issues can be too thick of layers.  
 
Generally, the optimal printing layer height is going to be 25-75% of the nozzle diameter.  
 
For your SideKick, this equates to layer heights between 0.125 and 0.375mm. Smaller 
layer heights can be achieved through tuning, however larger layer heights will likely not 
be due to the physical limitations of the nozzle diameter. If you are printing too thick of 
layers, try reducing your layer height.

When printing, temperature is a very important setting that may need to be adjusted for 
your printer.  
 
Not printing hot enough can cause layers to bond poorly to one another and increase the 
chance of layer delamination.  
 
If you are experiencing layer separation, try increasing the printing temperature by 5-10° 
and try another test print.

Ghosting/Ringing Ringing or ghosting on a 3D 
print can usually be seen as a 
surface artifact on a print that 
appears next to a feature that 
has been printed.  
 
A lot of time this will appear 
almost like a rippling effect to 
the right or left of a surface 
feature such as text or a 
corner.  
 
This artifact is normally 
caused by something 
mechanical, such as a loose 
belt or a dirty bearing/
extrusion/smooth rod.

Check for debris that may be causing the bearings/bushing to bind and ensure that the 
extrusion/rods are clean and free of debris as well. Inspect that the belts are tight. If they 
appear to be too loose, adjust their tension by turning the adjustment knobs on the axis 
which is loose.

Another reason you may be experiencing ghosting/ringing could be that you might be 
printing too fast.  
 
Printing fast can create jerks on the printer when changing direction and this can 
introduce extra vibration on the printer and this vibration can show through on the print. 
Reduce the speed of your printing and try another test print.
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Lines On Sides Of Print Lines on the side of your 
prints can be caused by a 
number of issues.

Usually this is a sign of belts that may be a bit loose. Tighten the belts using the belt 
tension adjustment knobs on your SideKick a little bit and try another test print.

Horizontal lines that appear to be consistent may also be due to a bed that needs to be 
PID tuned.  
 
As the bed heats up and cools off, it will expand and contract by a small amount. This 
expansion and contraction can cause the bed to rise and lower by a very small amount 
and this will show as horizontal lines in the print.  
 
Performing a PID tune on your SideKick will help the printer calculate how much current 
to send to the bed and how quickly it will need to turn it on and off to more accurately 
regulate the bed temperature.

Your printer is capable of performing an automatic PID tune.  
 
You can do this by navigating to the following menu and selecting the PID Autotune:.
	  
Configuration>Advanced Settings>Temperature 
 
For more details on the PID Autotune process, contact customer support. 

Support Information If you are experiencing 
other issues or need further 
assistance, reach out to our 
LulzBot Customer Support 
team.

Web: www.LulzBot.com/Support  
Email: Support@LulzBot.com   
Phone: +1-701-809-0800 ext 2   
 
Monday - Friday, 8:00 AM to 5:00PM Central Time
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CUSTOMER FEEDBACK 
Why keep a good thing secret?  Share your LulzBot LOVE with the world!  Tell coworkers, peers, friends, and family.  
Share your experience by writing a review or sharing your LulzBot TAZ SideKick projects on social media.  Tag your 
projects with LulzBot on Instagram, Facebook, Twitter, and LinkedIn. 
 
Not happy?  We’re here to help.  Contact our friendly customer support team.  We’d love to solve your problem and get 
you printing again!

15-1  Warranty & Support

WARRANTY AND SUPPORT 
Your machine comes with a limited one-year warranty and customer support period including USA-based customer 
support available via email at Support@LulzBot.com or by phone at +1-701-809-0800 ext 2.  For more information, 
please visit LulzBot.com/Support.

Extended warranties of one, two, and three years may be purchased to further protect your investment.  
Email Sales@LulzBot.com or call +1-701-809-0800 ext 1 for more information.

Warranty and customer support cover electrical, mechanical, and motion systems on the printer.  Material issues 
are not covered by LulzBot customer support.  Material questions and concerns should be directed to the material 
manufacturer.  For more information about the warranty on your LulzBot 3D Printer visit: 
 
www.LulzBot.com/content/shipping-standard-warranty-and-return-policies

SERIAL NUMBER LOCATION 
Your 3D printer has a unique serial number for identification.  The serial number is located on a sticker on the side of  the 
electronics case on your printer.  Please record your serial number for reference.  In the rare event that you should need 
service or support, your customer support representative will need your serial number to assist  you.

HOW TO OBTAIN WARRANTY SERVICE?
Please access and review the online help resources described below before seeking warranty service.

• LulzBot User Forum: forum.lulzbot.com/
Search the LulzBot User Forum for a solution. You may find an answer to your question there.

• OHAI Assembly Instructions:  https://ohai.lulzbot.com/
View the LulzBot Open Hardware Assembly Instructions (OHAI) installation and assembly guides for your printer.

• CURA Firmware Flashing Tutorial: www.lulzbot.com/learn/tutorials/firmware-flashing-through-cura
Flash the firmware on your printer using the Cura Firmware Flashing Tutorial
 
 
 
 
 

! IF YOUR SIDEKICK IS DAMAGED 
OR IS NOT WORKING PROPERLY, 
DO NOT RETURN TO THE STORE 
OR RETAILER.  
If you have an issue with your printer 
or with the performance of this 
product please contact LulzBot at:   
 
Web: www.LulzBot.com/Support  
Email: Support@LulzBot.com   
Phone: +1-701-809-0800
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If the LulzBot Product is still not functioning properly after making use of these resources, please contact a LulzBot 
customer support representative

• LulzBot Customer Support: www.lulzbot.com/support 
When contacting support, video or photos are extremely helpful to illustrate the issue(s) you have, if applicable. 
 

A LulzBot representative will help determine whether your LulzBot product requires service and, if it does, will inform 
you how LulzBot will provide it.  
 
When contacting LulzBot via telephone, other charges may apply depending on your location.  
 
 
www.LulzBot.com/content/shipping-standard-warranty-and-return-policies

RMA REQUIRED FOR ANY RETURN
A Return Merchandise Authorization (RMA) number must be obtained from LulzBot before Customer can return any 
product for warranty service. A LulzBot representative will gather the appropriate account and product information 
and verify warranty status. 

LulzBot must receive notification of the need for warranty service before the end of the applicable limited warranty 
period. LulzBot will supply instructions on how to properly pack, address, and indicate RMA number on your LulzBot 
product.  

Any approved RMA should be considered provisional, based on verification of in-warranty status when the product is 
received by LulzBot. If LulzBot determines that the product is out-of-warranty, the customer will be notified. At the 
customer’s discretion, LulzBot will either scrap the out-of-warranty product or return it to the customer for third party 
out-of-warranty repair.  

THE WARRANTY MAY NOT AUTOMATICALLY INCLUDE COSTS INCURRED FOR SHIPPING DEFECTIVE PRODUCTS FOR 
INSPECTION AND/OR REPAIR, NOR FOR SHIPPING COSTS OF REPLACEMENT OR REPAIRED PRODUCT(S) BACK TO 
CLAIMANT. CUSTOMER IS RESPONSIBLE FOR ALL SHIPPING CHARGES FOR RMA PRODUCT REGARDLESS OF PRODUCT 
WARRANTY STATUS. IF LULZBOT PRODUCT IS WITHIN FIRST 30 DAYS OF PURCHASE, LULZBOT MAY CHOOSE TO COVER 
ALL SHIPPING EXPENSES INCURRED DURING BOTH INBOUND AND OUTBOUND SHIPMENTS FOR SERVICING.

To obtain an RMA number, you 
must contact a LulzBot customer 
support team member by mail, 
email, or telephone as follows:  

LulzBot
Customer Support Department
1001 25th Street North
Fargo, North Dakota 58102 USA 
 
Email: Support@LulzBot.com 

Telephone: +1-701-809-0800 ext 2 
Phone support available 5 days a week, 
Monday through Friday: 8:00 a.m. to 5:00 p.m. 
Central Time.

i

!
A packaging material fee ($75) may 
apply if you do not have your original 
product packaging for shipping and 
may delay the return process. 

The most current LulzBot Standard Warranty & Return Policies can be viewed at:   
www.lulzbot.com/content/shipping-standard-warranty-and-return-policies
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