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MZ2= SDIIE oto] m2mb (fffItA)E Simplify3D 2124 AOA 22127 (import) SHH
7|2 USS 2018 4 QIALICH 0.1/0.2 /0.3mm DY 242} CL2 j|o|of et 23 &

Process Mame: Process!

Select Profile: | |PLA O Irm, ff - | . Import | | Rermove | | Export
Auto—Configure far Matenal Auto-Configure far Print Quality
@ PLA AR5 Pidy Mylon Fast @ Medium High

General Seftings

Infill Percentage: L 20% [ Include Raft [] Generate Support

| Extruder | Laver | Addiions | Infill | Suppert | Temperaturs | Cooling | G-Code | Scripts | Other | Adwanced |
l Layer Settings First Layer Seftings l

Prirnary Extruder |@ First Layer Height 200 2
First Layer Width 100 2

Firat | aver Sneed 40 2 2%

a8

a8

Prirmary Layer Height 0, 1000 ~mm

Frocess Mame: Process]

Select Profile: |F‘LA 0. 3rnm, fif - | Import | | Remove | | Export
Suto-Configure for Materal Suto-Configure for Print Quality
@ PLA ) ABS 1 PyYA Mylon ) Fast @ Medium 1 High

General Settings

Infill Percentage: Ij 20% [7] Include Raft [7] Generate Support

!' Extruder :”LEHEI’ Additions Infill Suppnrf 'Temperé_ture ”('flﬁu'l_ing_ G-Code "S'E_rip_'t's Other Advanced

Layer Settings First Layer Settings
Primary Extruder |Extruder | M First Layer Height 80 |2 %
Prirnary Layer Height 00,3000 = mm Fistlager it (100 [ %
23 oc aEay | wway | a3 ae
&|0]0f & 0.3mm 0.2mm 0.1Tmm
2 £ 7200mm/min | 4800mm/min | 3600mm/min
L& 27| 20% 20% 20%
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1) 2ll0]0f &7

| Extruder | Layer [ Acdiions [ infil | Supoort | Termperature | Cooling | G-Code | Scripts | Other | Advi<{b]
Layer Settings First Layer Settings
Primary Extruder [Extruder 1 - First Layer Height 100 5 %
Primary Layer Height 0.2000 < mm First Layer Wiath 100 = %
= First Layer Speed 40 5 %
Top Solid Lavers ] v
Bottom Solid Layers 5 3 Start Points
Cutline/Perimeter Shels 2 = ) Use random start points for all perimeters
Outline Direction: @ Inside-0ut Outside-In Q@ Optimize start points for fastest printing speed
| Print islands sequentially without optimization Choose start point closest to specfic locaton
| Single outline corkscrewy printing mode (vase mode) X 0.0 e V! |300.C mm
o L = o = = = = =L O =
SOIECH 22 FFF YAIS| 3D HRIEls BAIS B £4 WOt Z2BILICE Ol2{3t 2| 4 0] &
= = = — — [ I = L =205
S| &, = &0]01e] &= &EE 49| EelElE 2dAle 2% 24U} 7|24
= _— o AL 05 [ - o = 0o o =
2 ot 2[0]01e] A7t SFE 5 =42 20| 20| e =2 E2lEe EHES 2HdstA[T,
1913 Bk Alzto| A2ELICH
= P
2) 249 855
| Extruder | Laver | Addiions | infil | Support | Temperature | Coolng | G-Code | Scripts | Other | Advi<i»
Speeds Filament Properties
Default Prirting Speed 4800.0 [ mm/min Flament dlameter 1.7500 [ mm
Outline Underspeed 70 s % Filament price 46.00 < pricedkg
Solid Infill Underspeed 90 s %
= Bridging
Support Structure Underspeed 80 v %
XN Axis Movement Spesd BO00.0 & mm/min Unsupported area threshold 10.0 = sdmm
7 Axis Movement Speed 200.0 = m/min Bridging extrusion multiplier 60 v %
Bridging speed mutiplier g0 %
= s = o L 3 (==} D= S
ULHOR 223 Aot A2 WAUETL HUS0] YUt SIS0 SAY £ OlojFLICE |
=] = (=) [ A= = : ACL 3O o
=g slE7F 220l A2 £=& B[S0 (mm/min.), O] £=&= A7 =, MEZES &
(] = 5 = A =3 = = = =
o gl dA| 40l 23 £0f kS D|x|= 22 & StLY LTt
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[ Extruder | Layer | Addiions | Infil | Support | Temperature | Cooling | G-Code | Scripts | Other | Advi<{»]

General il Angles
Infill Extruder [Extruder 1 -] 0 &l deg a5
External Fill Pattern |Rectilinear - Add Angle -45

Ll

Interior Fill Percentage 20 %
Remowve Angle

%

Qutline Owerlap 20

Infill Extrusion Width 90 %

1 A S

Minimum Infill Length 0.40 mim
Print Sparse Infill Every | layer(s)
[ ] Include solid diaphragm every |20 .| lavers

Use random infill placement for each layer

H=9 WFE 2US APe A 285t BlwQLIL 712 42 20%=2 2850 J20, 0
A

171 25| Bl JEf=2, 10022 2 Al 2ts| 2 2F JEi2 =g LTt PLA/

>

>
low)
wn
10
W OX OoX

< e 2Es5HHE £3 A|ZH0] I A SOLEY| 20 YBtH o2 15-30%
of ZH0| HABHY, BAAZ LHUEC| HD 10-15% LHRIQ| L :P7| 22 TS EH4 9
= =822 //g & AsU
4) 2IDE QU MZE HH

Process MName: Processi

Select Profle:  [PLA 0. 2mm. fif v ‘ Import ‘ l Remove ] l Export ‘
Auto-Configure for Material Auto-Configure for Print Quality
@ PLA @ ABS (1 PYA ) Nylon () Fast @ Medum () High
General Settings
Infill Percentage: ] 20% | | Include Raft | | [ | Generate Support

[ Show Adwvanced H Select Models ] l Ok H Cancel
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1) Extruder 05

Wderl_ Layer | Additions | Infll | Support | Temperature | Coclng | G-Code | Scripts | Other 4 [»
ik e o sc o) EXTruder 1 Toolhead
Extruder 1 Overview
Extruder Toolhead Index [Tool 0 z
Nozzle Diameter  0.40 5| mm
Extrusion Multiplier 1.00 |2
Extrusion Width @ Auto () Manual 048 o mm
Qoze Control
[V Retraction Retraction Distance  3.00 S mm
Extra Restart Distance 0.00 s mm
Retraction Yertical Lift  0.00 < mm
Retraction Speed 2500.0 [+ mm/min
| Add Extruder ‘ [] Coastat End  Coasting Distance 0,40 - mm
| T S ‘ [V] Wipe Nozzle Wipe Distance 0.50 < mm

@ Extrusion Multiplier

BT DOlAE RO 20 Qo] =S0IM LB LRAMEY U2 2T 4 U
Ch A7|E, EE, NEE, #97| S BE WEC| 220 g =0y, 7|2 242 1022 4

Of USLIE}

* DE S 71 2l EU(Top Layen)2 /2 A E2{Lt= IHEO|7| WiZ0]| 100% HR7|2 SHELCt et ehdEl
£ 0| 0p2| 2 2{|0|0{7} ZBSHA| LAHLE 100% AR A 2| Sb=Ct TTHE T, Layer O '+2| Top Solid Layers g8 =2 &
A2 2Fe 4 JUSUCH 0k 0|20 = Zup7F BIFZA-Z| oF8 m{of= Of Extrusion Multiplier 28 1.1 2 1.22 Z2Z5t0
£ =2l 012[8} 20|01 T2 DA Otz 2] g 4 USLICH
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@ Extrusion Width

P Z200| debS S2t0ldste YoM 2A(2] 2|4 FAHE UMt £2 LT Bt

E7t gEkle =29 4E2 0.4mm 07| ME0]|, 22| FH= 2|4 0.5mm Y= 0[40] =
O{OF BfLIC}. 7= a2 §%§E|01 UE Autos 24 =5 280 1.28 &8 LT THatA
D22 0.48mm O] &2 FHE 72l 2|2 30| 7ts5tCtal TEste] 1 0fste| FH=

Sef0|d = 2AA0] £|2| @Ot SO LIEFLER] GE LT

—

@® Retraction Distance
(2|EM V3 Ay I dE85|= HelE At tlwYLICH 7|2 42 3.0mm YLC.

x 2| E M

3t 20]0|2 223 S T4 20[0{2 O|SE T, L=Z TO|M LRAYETL MO| LI 248 WASRA = R0 Latale
£ 9|2 Aol J|s. Y I5S SaH LWaHUET} AjofLIe 20 WS SHE|R 2242 9|20 LIEHHE 242 WA £
st

@ Extra Restart Distance

(2|Ed = O g HelRIE 2E8 Al&ste AE0M S22 HeHEES ot 7l B2 CHA
Qt=51A| LIt 3FA|2F Extra Restart DistanceS OO|HA Zto=2 MG =|® 0] AH2|&
=Y = AU (1 EHE B He |20t B2 He2E YESHA U T, T 2B Al =

E —/
O 2{|0]0] 20| A|2f6t= Aof| 20 &2 SHEf7F YASICHH, -0.1~0.2mm ¥ =2| Extra
Restart DistanceS Saf 0|2{3t SIAS YR 4~ AUSLICY.

@ Retraction Vertical Lift

P S0M 2 EME o TiOICt &7 2 HIEE Of2f-2l= 824 20| Lt
Sot7] A 7|2 2820 €| %A st= 7|sYULILE 0] 7|2 03] 24E ot ¢
=

o

FAE 29 X, Y = W SAY0| 2 U =855 = + AL
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® Coast at End

L g 2flojofol £30] ELt= Ao =S0| =5 M, YHE £2(2UFO He|RE LHE ¢
28 ZLCt 100mm Z0[Q] AMS 235t AL, sl 22 Smm2 HF5HH 2 95mm
= m

00% Qko| LatHIE 7} Ot2g| |

2H OFZ[8 Smme YE0[ =X &Lt dYE oA
S5mm 72 AHAEA HOIl= BelHET iUt /0], BZ 2|0[0E 2otV A =
S LHR0IM Z2HETL A0 e AS LAIRLITE

-
in

* Coast at End &4

2
MY 7ise s

5ot YE{LE =410 0| ZLotE HEHO| 2XE SHEY W AFZO[ ERFLICE 7|2 242 0.4mmoO|1, AtES
floiME »IF A 34L00 M IS = 2HS WY -~ AU

< Coastat End A2 A| > < Coastat End O|Z& A| >
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® Wipe Nozzle

: 10| 7552 B 3|0]012 25 XS

Lt St ot 20|10 20| ELt1! =20|M 2[E2iM0| &g of, == &0
UgUC. 0] tf '==0| C+3 (0]

2= ZeHES Xelst= AY

=3 20 d2 E2AUES L2 2f2|0f| CHA| Z2

= oS gL
g TefHET 25 GAXA| G4 R0 Hotle 327t R
Oj2 ZHIZ O|SotA| t, 2LE Y22 THA[ 20 A0
LICt.

o
o
=

(——l_

EL /1 —

Coast at End2t 22 242 2 AtEE|= 7|50|A|8 Coast at Ende= A= #A7H0HE Teat
|- (=]

UNEIF LA 7] W20 2H= 250 o2 g2 S0l dZ & UASLIE. B Wipe
Nozzle2 2& ++ZF0] 100% A A|7| W20 2Lt 2t e 2H=S 7|t + UASLIT

0] 7l52 72 MYz H3=of Auch

0o
)l
0o
H>
x
rir
inl
ojo
i)
my
0o

* YUMo R S ouo| 5 (0|0 £20| B $ -0
1) 2fojo] 2 2

2) (Coast at End 0.4mm A3 Al) &|0]0{Q| OFZ|2f E& 214 0.4mm A HEEH
LE0|M THHE 20| HE

3) 20]0{2] BRR|8t 2| Y =& =, 2|EME gf 3mmEtE E2UES gotgy
4) 20| gk 0.5mm 23 A|L2 Yoz = F2Y
5) CIS 2il0]0f A[2f HRIEZ 3 0|5

6) MZ2 2i|0]0f 2 b

2|E24M &l 3mm + Extra Restart Distance O|A S €l gt 0tZ Z2IHE & A2}
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2) Layer 0%

Extruder | Laver | Addtions | infil | Support | Temperature | Coolng | G-Code | Secrits | Other < [»]
Layer Settings First Layer Settings
Primary Extruder |Extruder 1 M First Layer Height 100 = %
Primary Layer Height 0.2000 s mm First Layer Widgth 100 [+ %
First Laver Speed 40 |5 %
Top Solid Lavers 6 -
Bottomn Solid Layers 5 2 Start Points
outline/Perimeter Shells 2 2 Use random start points for all perimeters
Outline Direction: @) Inside-0Out Outside-In @ Optimize start points for fastest printing speed
[ Print islands sequentially without optimization Choose start point closest to specific location
| Single outine corkscrew printing mode (vase mode) X 0.0 ¥ |300.0 mm
® Primary Extruder
. = = = A S 2
(2 A MBSt =SYLICH £ B0t LT
® Primary Layer Height
. — oA o = = oy O o A o =
1 &f|0|0] = AEYLICH 2f0] AETE =2 L 2HE0|, U0 =25 Y42 2 &
= O IT = =2 O = = S
HE0| AEE[R|BH, =2 SHL £ % &3 A[ZH0| I S7HHct

® Top Solid Layers

c =29 O |E SIHE2 2L =2 =S flo & 100% <72 - EL/C}. O] o

H o = .
100% = 28 HO| /&8 25k AO| siY tl=/ILICH 2HeF 24| KIHe| 2MYED Cia
0| &5t THEHE! o= Sl OS2 £2|E 6~107R| 27tA|17|1, O|F0| = £ =350} THEty|
™ Extruder O|50f| Al Extrusion Multiplier /2 1.1~1.22 £4& £ Q&L|Ct
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@ Bottom Solid Layers
=42 SIHD} ORRIZIZ 2 HIEHE 100% 2R 7|2 S ELCH Ol 4|7t HIE S
o2 oRlE|=0| =32 F7| o E25tH, s UlF0AM 100% <72 &3 2{0|0{Q
T8 24 £ &Lt
® Outline/Perimeter Shells
DY | AYEYULICE V|2dez EXE Y I, 2/¥HE HA 02|10 LY A &
ol, o] tf 2IHES E 7le] o= FE A| aflY HIFUHAM d-Ze 4~ JASLICE
® Outline Direction; Inside-Out
HEh Ol=0 A3 22, 28S O o otF HE el = HiZE o¥2 AU} Ol
A2 M F SIS =2 OIE, S 28 ES 249 I FETLICH 2Bl THEO|
CHot S AtMst A2 2 0| =Y 38T|0| Z|0| M &tolet 4~ U&LICE
@® Outline Direction;Qutside-In
(S O U HIAZE 8 12l & ot |3 ZIL|Ct. Of2f Tt Z0| E&ot o
Bie| 2X|E =2 W, 2.t 236t 2¥H2 249 4+ J&LIT
* Ol &8 AlZH Y|
2o[of A | 0.1mm | 0.2mm | 0.3mm | A%:7200mm/min
22 Azt | 2h17m | 1h12m | oh 50m A1 20%
LS 20% 50% 80% | #£z:7200mm/min
z2i A1zt | 1th12m | 2hom | 2h53m | 2010 S 0.2mm
- 2 &g
2242 37 (mm/mln) 3600 4800 7200 AH27]: 20%
50 X 50 X 50mm . 0|0 &=A: 0.2mm
=4 A7t 2h 13m 1h 40m Th 12m
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@® Print Islands Sequentially without optimization

- Ofeff O} Z2
e, =20 T3S 7Is
O] A-B-C &2 2 0|&5t=
=22, of2{et B2 A 7S] 20]07} ¥

A 40IA| %= & UAFLICH

e 7S A 3SHE of2fiet 22 2422 R0 Al EAS 7IE22 283 2G| &
L

2fe|Ci= 20| 2L Tt

—

ot 7S

kJ

1

eS| =X E SHE WA VIS

Ol C2 0|55 YA 7S
HELH A-B-A-C &2
25| =71 doil &t

9| 20|01 28 = B 7|22 30| 0|5¢t

= LAl 28e 27t AU Ol =3

2 0|sste A0l o Alts Eofg & 7|
2|0

@ First Layer Height
c 2 20]0je] &=AHE dds

£ 200% = Y5t 32, ,d 0[] ==
=
0.2mm +=F22 ’.é-_“é*EICH USLIE.

@ First Layer Width

: A 2flofofe] YEES Yot tlw LG

rr

ot= Blw&LIEt 7= 201 &=AE

0.1Tmm=Z A5, siE 3|

0.2mm= ZHELICH 2F 0.2mm FAQ| 20|

tAH o2 otzte|7| 20| 0.1mm, 0.2mm, 0.3mm I} 2 &=

2014 Moment © All rights reserved

s



@ First Layer Speed

c2412 2 20|0jE V|2 dYE =2 S0 US| 23| e Ol wYLICH YetHoz
g Z

Ol 23|12 2218 0, X 2(0[0{7} HIZO| FAHOZ Okxfats AL Mz 2124
ol A3k 0|zl 24 QL|Ct

X 0|0l 22 SCE UEO2M O A oY 4 U] GO, 22 YA 5 HicTiof
5| 31A0| LIEILIALL 23 £2 2220| HS0jA HOjR|= ZR0|= ST 422 4-50% ¥
T2 U M 20| SiLtel WHo] & 4 YsLct

® Use Random Start Points for all perimeters

2f|0[0f2] 23 A|XHS LT Y22 2Ys5tA| g Yo|=2 2Yst= 7|sYUILh

® Optimize Start points for fastest printing speed
(ot IIEQ| 2f|0|0] 20| ==l = 20| OZ IIEZ 0|52 I, Atz2= 71 7M7HE A&
= 20t 283 2Iaist= 7| s/ LICE Prepare to Print! HE 22! & LIEILH= S2l0]4d 313 0|

—
M &7t o L FAYS =AY - A2, oY 7Is= Sofl WA 23 AlZts 3 22

AL
T
Us Lt
® Choose start points closest to specific location
C [ -—=PN Al’i.”é,*g E4 2z2 DFA?|= 7|sYLItt £28= 2/ F 0 2o ==
Ol ¥7ICtH sl{T 7| sE Solf £ 222 L20| Yo&l= AS Rl 0|2 7t & JUSLICH
* 20]0] A2 M2 2{0]0{2] £30| A&z X EoM = LHF0| HoIls E2tHETE A0 Lot 2HEEl 2HE QR0
20 HES0| SMst= F7F ASLICE 20]0] A|HHE ZE5te A2 0l2{et W2E QoL 28 AlZts HEAI7 ||
ggg = + USH
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3) Additions |+

Extruder Layer

Skirt Settings

Include Skirt/Brim

@ Skirt

: “Include Skirt/Brim” BtA

off EOtUAAL =
DOIE T2IE{9

=3ot7| 2o

@ Skirt Layers

: £7{E9| £0|2 A

O|F 7t AHE

Additions [l Support Temperature Cooling G-Code Scripts Other IE}
Raft Settings
Skirt Extruder | Extruder 1 INclude Raft Raft Extruder  Extruder 1
Skirt Layers |1 ' Raft Lavers |2 '
Skirt Offset  4.00 = mm Raft Offset  1.00 & mm
Skirt Outlines |2 Separation 0.14 - mm
Raft Infil 85 =
Disable raft base lavers
£ A|335IH 20| A|&S17| Hol| 2-=E F2/0| 42 12, == ¢
20 20U= H2HUEE H|Het = £HE A|ARL T
A0l 220 Al2tE|7| Hofl S HIS S0 2AMS T2|0 H 20|05
i 72 BRSHA| kst
o= OFYLICH 999998 Y 3%, 4 2822 =024 &2 =
EZ 23517 guct.
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@ Skirt Offset

P AHER 3|9 7HH S 2YSte HiwY UL 4mmE 2 32 SAHMM 4mmEtE B0
FHO| AHEZS O2|7 =1, 0= YHE B 222t €2 dElie] AHE, 5 B IIES
Al of2lf 25t Ut B8 7|52 2tEE Vst ORPIA2 2520] =0 O A o

oo o™

ot7| lsh et 7|s YLt

@® Skirt Outlines

cAHES O o 29| T8 2 5k= 7S YLt

@ Raft

(2HRE |52 4[] HiEHLE HE ALO|Of| Qelo] 2HEZE2 SHEUCEN A7t YMHe=E

HIE0|| C2tE|= A2 =2t = 7| sYULICH 2822 YEtd o= HE 2T

20 O etdMd o= Qrzt0| £|X|Bt 2L E S30f| A|7H0] 2e2ff &

= AESHA & =

StIEE AIESH 42, 22 T &0|Lt TAMoZ [MojW £~ o, et o=z pLA ECH= ABS
=4

LelIER

=
|0 22514 #2 BR0= 2HEE 7|52 AESHA| &= A0l S5 LI,

23 W BISS BEIH2 SIIL A 2000 SES Y FOIE ASHOR B W40 LMT
3

=
F 2tEES AESI0 A ol 2 = USLIC

® Raft Layers

- 2tZEQ| 2{0]0] 5 2E 5t il /I LICH.

@ Raft Offset

(StEEVHEHE T2 0= 29| A2 A| A dE A 2Est= O YL
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[ Separation

S 3Z HIEEHD} 2t I E ALO|e| He|E R&st= 7|s/ULIL 440| 245 £4H0| &t52% = ¢}
ITEZS HHste= Z40| g&LCt.
@ Raft Infill
St E Of2|9 |0]01e] 2|2 7| =/L|CH 7|2 242 85% = E2AL|0f RESL|CH
@® Disable Base Layers
(2tZEQ| AH 20|02 £2EY o= Atz U2 o WelHES Y&5t0] HEo| o T
CHSLA| QFRIE| R| T, ga"ol 24 T HEWM 2tZEZ A AHot7|7F {24 AU siY 7s

=
AEStE 2tZE A 2{0]0] 23 A0 25 29| E¢

Ct &7 HIE0|M EH[of - 4= ASLICEH

CAHE < <etmE>

|T
I
v
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4) Infill 0|+

Extruder Layer Additions [rfill Support Temperature Cooling G-Code Scripts Other IZ}

Genersl Infill Angles
Infill Extruder |Extruder 1 -] 0 = deg 45
External Fil Pattern |Rectiinear - ‘ Add Angle ‘ -45

Imterior Fill Percentage 20 % T
‘ Bemowve Angle ‘
Cutline Cwverlap 20 % -

IMfill Extrusion Width 90 %

O . L L

Winimum Infil Length 0.40 mm
Print Sparse Infil Every 1 laver(s)
Include solid diaphragm every 20 - lavers

V| Use random infil placement for each layer

@ External Infill Pattern

c =22 2 240|102} OFR|9F 20|06 2277t OfH o= T4 2| MEASH= OFQILCt.
Concentric 2 MEHSIH QEHO| BQFS N2l & Al 22 JEf2 LHEE {212, Rectilinear &
Al Lzt e =2 RS A UL YA 2= Rectilinear 2127|171 AHEE LT

@ Interior Fill Percentage
C2AH L R A7 =YL

® Outline Overlap

CUHEE AP EeAUET) Hi EUF EHE A 2Yste HwYUCH 29 /H W
C

= €8 70| EA0F M= EEotA DYV fEol| 7| = 42 2022 2¥ &[0 AU L
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® Infill Extrusion Width
29 LHEE M2 I Y2k L2HE FHE

S 2Yots H=YLILh 90% 24 Al, Y=5
= H2HE 221 0.4mm2] 90% ¢! 0.36mm=Z WEE <A &L

=2 O

® Minimum Infill Length
coliY 2| O|4e| SZHoBt 2|77t JIMEL|CEH RHE Z2lE7F 23S &~ U= 2[4 T
= 0.4mmoO|E 2 2 s~de W7t st =

Ct.

@® Print Sparse Infill Every __ layer(s)
c AEE =2 P20 g0|ootTt 7|7t [MELICH 28 YHSHH S 2{0[0{0IC} LEE
=L,

PN
==

® Use random Infill placement for each layer
Y 7ls AE Al, UE A<R7(2] 20| ot Qloj2 MEE( 0] 20|02 CHE 22| XY
L7171 I L C,

@ Infill Angles
D219 e E HEoteE HRYUCH 7|2 U2 45571 4EE[0] e, 2 8 E
27t glgu .

<A1 0% > {HR7130% > <271 60% > <2271 100% >
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5) Support %

Extruder Layer Additions [rfill Support Temperature Cooling G-Code Scripts Other IZ}

Support Material Generation Automatic Placerment
Generate Support Material Only used if manual support is not
defined
Support Extruder (Extuder 1<) Support Pilar Resolution [4.00 = mm
Support Infill Percentage |40 - % Max Overhana Andle 15 " deq
Extra Inflation Distance  |[0.00  ~| mm
Dense Support Lavers |0 ﬁ Support Infill Angles
Dense Infil Percertage | 70 - % 0 . deg )
Print Support Every 2 - layer(s) Add Angle

Seperation From Part Femove Angle

Horizontal Offset From Part 0.40 F mm
Upper VYertical Separation Layvers ||

Lower Yertical Separation Lavers ||

® Support Infill Percentage
CMEES R ARV = E dd ot tlwYU T

@ Extra Inflation Distance
C 2|9 2 HiZe 2 2IHHQl MEES MMSt= 7| sYLIC

® Dense Support Layers

22 AE A, MEET X2t A = FE22 F 280|078 44E 4080 4 =2
SELCH 7|2 32 022 4EE[0] A0 0[0f Tt MEET 4| E= F=2
cC

=
Of EE5F LHX{ | THELQ} ORI 2 40% 2272 S ELICE

)=
2{|0]
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® Dense Infill Percentage
(2 71 Ad Al 2AH0]| Y= B2 MEETL HOEo| 2V |2 £4E | dEst= UYLy

Ct.

® Print Support Every __ Layers

- & 2fofofottt MEES S| dYots LT siE 0] 22 T, =xE + 2/0[0f
=% = MEEZS ot 0|04 2L §IES] 22 gle SAYS 2|astehy| 2t 7ls
YL/t

@® Horizontal Offset From Part
A2 MEEV e 57 AHe|E dd o= OlF-/ILICt

® Support Pillar Resolution
A E MEEQS| FHE ddots HwYUCL 7|2 42 4dmm=z dZE 0 e, 4 A2 2
2

HA L—
2ol MEEES M/ge 220 2~3mm2| gt YA & ASUCH

® Max Overhang Angle:
DZ2RM0| Az522 MEES e I 7|22 o &= =YLt MEEJIHQSH OIE

o 27t MYE 43 0|4 T MEES MHBILICHARI} 242 B2 40| HRES

—

Support Generatio Support Generatiol
" i #
| Gridded Placement

Support Pilar Resolution  3.00 : mm

Gridded Placement
Support Pllar Resolution 3.00 (3] mm

Max Overhang Angle 45 % dea Max Overhang Andle 60 < deg

I Apply based on overhang angle ] l Apply based on overhang angdle ]

Manual Placerment

Manual Placerment

I Add new support structures l

l Add new support structures ]

l Remove existing supports ]

l Remove existing supports ]

Save Support Structures

Save Support Structures

[ import supports | | Export Supports |

l Import Supports H Export Supports ]

]

[clear Marual support] | Dore

[C\ear Manual SuDDDrt] l Done ]

<{ Max Overhang Angle 45 > < Max Overhang Angle 60 >
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6) Temperature 0%

| Extruder | Layer | Addiions | Infil | Support | Temperature | Cooling | G-Code | Scripts | Other < [»

Temperature Controller List
ek emweatsergs - 11eated Bed Temperature
Extruder 1 Temperature Ouprviesy
Heated BRed Temperature Identifier [TO -
Temperature Controller Type: () Extruder @ Heated buid platform
Relay Temperature Between Each: [ | Layer [ | Loop

Per-Layer Temperature Setpoints

Layef Temperature ‘ Add Setpoint ‘
1 35 ‘ Remowve Setpoint l
Y
I Add Temperature Controller ‘ Laver Number 1 v
Temperature 200 3] °C
‘ Bemowve Temperature Controller ‘

® Temperature Controller List
TSN HES 22 E HAASte HiRQLICH AY5tnAt 5t =S 2251 StH S2Ho| 2

2 ZH(Per-Layer Temperature Setpoints)O|Ad 28 HAE 4 &L

® Per-Layer Temperature Setpoints
f Temperature Controller Llstoﬂkl %43} At Sf
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7) Cooling B+

| Extruder | Layer | Addiions | Infil | Support | Temperature | Cooling | G-Code | Scripts | Other <[»

Per-Laver Fan Controls

[ Blip fan to full power when increasing from idie

Laye Fan Speed l Add Setpoirt
1 g [ Femove Setpoint
2 100 =
Laver Number 1 v
Fan Speed B0 3 %
Fan Options

Speed Overrides

[¥] Adjust printing speed for layers below  15.0 |5 sec
Allow speed reductions down to 50 = %

Fan Owverrides

[] Increase fan speed for layers below 450 & sec

Maximum cooling fan speed 100 & %

[ Bridging fan speed override 100 & %

@ Per-Layer Fan Controls
B 52 2Yste

Yg & UASLICH 0~1007H2] RAHs He
2t 29 7150| ASEU

* PLA ZefHESl F
A| HO| 2}-55t2]

7 A 20]0j= H|=0]| £Ct
o411, MIAY 2i|O[0fFE] 40% 7

Laye Fan Speed

1 0
2 100

< PLA filament Default >

oo

=

Ol 7 LICE 25 Olwef DRIVIR 2 & 9| =AtE

| 715& (%)= 2l0|stH, 50 24

D

o=
=

njo

[517] 93 20| FHEEIR| AELICH ABSE SR 20[0f7t
Alzrgrct,

g

Laye Fan Speed

1 0
3 40

< ABS filament Default >
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® Adjust Printing Speed for Layers below __ Seconds,
Allow speed reductionsto %
D =4|2f e et 2 £ F RASH= Y|

od — —
MES £2{5He £C 7} Of2} THE S0t L2 2S SHOISH & YBLICH (Moj| T}2 &5 240]

—= = - A == A =
&l)
Olz 282 & HA0| A2 OIE= 4 45| £st7| 2lst 7I% el 7]=22k0] 152 / 50%2
HEE0] Q7| 20| Z2 M2 EHot=0| 152 O|ot7t A2%|&= 20]0{0f Sl 7|2
C} Z[CH 50%2| =2l £= =2 5 2|00 & &5t |LItt

Presview Mode

® Increase fan speed for layers below Seconds,

Maximum Cooling fan speed %
CEfO| 2 £ £ Y0} E2 He|E M VsES 2ESte 7Is- LUt

@® Bridging fan speed override

D B3| Al H 7tESES 25t Hiw YU

*

[in
»yu
Rl
_|\|
IV
ng
i)
X
20
rir
2
>
©
]
H>
[~
HU
e
ic]
r2
Im
Al
mJ
rlr
o
ru|o
g
x
Hd

(m

g
©
nHw
_o'h
rlr

A
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8) G-Code Tab

Extruder Lawver Additions il Support Temperature Cooling G-Code Scripts Other A jZI

G-Code Options Update Machine Definition
V| D firmware (include E-dimension) V| Update Machine Definition using settings below
Relative extrusion distances This ie a convenient way to update vour maching definition
) . . ' along with vour FFF profile. |t is especially useful if you are
V| Allow zeroing of extrusion distances (i.e. G32 E0) constantis switching betweean different printars.
Use independert extruder axes Machine type [Cartesian robot (rectangular volume) -
Include MI10T/M102/M103 commands Yepwis Yepwis 7 Asdis
V| Firmware supports "sticky” parameters Buid volume 1450 2 1450 2 1800 -y J—
Crigin offset 0.0 s 0.0 s 0.0 < mm

G-Code Offsets
H-bis Y-Axis Z-ARis
Offset 0.00 E 000 F 000 E mm

Homing dir — Min | [in | [in - |
Flip build table axis XY z

9) Scripts Tab

Extruder Layer Additions Irfil Support Temperature Cooling G-Code Scripts Cther A 11]
Starting G-Code Layer Change G-Code Tool Change G-Code Ending G-Code
G285 home all axes -
G392 EQ
GO X0 Y120 F 4800 =
G0 Z20.2 F1000
G392 EO
G0 KO Y20 EG.0 F1800
G0 KO Y25 FAB00 -
Post Processing
Create . =3a fle for MakerBot printers using GPX plugin (see Tools » Frmware Corfiguration for conversion settings)
Add celebration at end of build (for .x3g fles only) |Random Song =
Create .makerbot file for bth Gen MakerBot printers
Additional terminal commands for post processing
. [ = =] = = o (@) o
G-Code, Scripts HlF0M= 230 E2ot &8 0L &9 S2Y Z2 7|AAQ ddE
SHEF A A = [ co =
Alieh 4~ UL ST 079l gfE2 ZHE Z2lE0f LA HEE 0 B2, ZHES At
8¢ 49 U2 £dg Wt glsttt
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0) Other O+

Extruder Layer Additions Irfill Support Temperature Cooling G-Code Scripts Cther Adw 1ZI
Speeds Filarment Properties
Default Printing Speed 4800.0 3 mm/min Filament diameter 1.7500 5 mm
Cutiine Underspeed 70 : % Filament price 46.00 > pricedka
Solid Infil Underspeed a0 = %
5 Bridging
Support Structure Underspeed 80 v %
XN Axis Movement Spead 6000.0 % mm/min Unsupported area threshold 10.0 = Samm
Z Axis Movement Speed 200.0 = mm/min Briaging extrusion multiplier 60 =l %
Bridging speed multiplier 80 s %
Dimensional Adjustments
Horizontal size compensation 0,00 < mm
® Default Printing Speed
72 28 5E2M, 18Y S 2AY £EF QD[YLCH YEHH 22 3600~72002] 4
[1 S = Eny =5 St E o A
oF d8< = Ao, WHHES X&KH o=z &40 5tz 3D ZelEe| &4 & 42 ﬁEQI
= = o 1 A
o= SAULE ¢ A0l 2HE 7|UY &= UASH T
® Outline Underspeed
A = = L o AN = o =
24 Ee £8 S8 2ESte URYLICH § Y2 52, S O QHHH0Z S &4
= = A
S B E2o=2 Eeju= =4 H2lE|7t 2Ot Lok £ QEL T
® Solid Infill Underspeed
. 35 (@) = = = A A
C2A19] S =2 01R|2 0|0 100% = MR = 20|08 7|2 SEE0 0 Y £

2 E£4o}7| flet oYLt

—

E=2 240[ gLt

7|2 £%71 42000/ 1

SHE 240] 90Y ©f, 3780mm/min 2| &
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@ Support Structure Underspeed
CMEE £9 A HEEE £52 Yot HwYULCH MEE= EE HAHO0| 2| iZ20 4

o =

S$2 £E2 S35t A0 R A YLt

=XL- T

® X/Y Axis Movement Speed

CEHETH AEER] S W, S 6= 228 ShA| ¢ TS THER thes| 0|3 S5t 4
7 oll=9 S2Y SE=YLICH =201 Y & LtEtLE Ofelf Preview StHO|A ®ZH Mo =2
BAlEl= S2Y YL

® Z Axis Movement Speed
Z% 22 4=

o

Ay
0o
J

® Filament Diameter
D ALESHE LetHES| FAE YdHste HRYLICH 7|2 Als ZetHES] &H= 1.75mmeY
L|C},

® Filament Price
D AlESts H2tHES| VtAS A5tk HwYULCH siY 42 EU=Z S2t0|d = LIEHLH
Preview 2 E0|A 0|4 &3 H|0| AHAtEL|CT

rr
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® Unsupported area threshold
cHEIZ| 4Y0| H4E&|= 2 HAQULICH A= ZF O]t HAO| ESIA| 7|50 s4fe wiot

otz 4 2t=0| ULt

@® Bridging extrusion multiplier

CBEZ]9 3R YE= UeHE SE 2YSte O FYLICH 2HE ZElEe ER 7|2 €2
HEL A2 60%2 ZHelHER A= 0 O EE = =)

@ Bridging Speed multiplier

L B0 HEE|E 23 452 2Y5e HRYULICH 72 ZIOR 7|2 £3 £50] 80% &

EoF 28 AU

Speed (mm/min) Preview Mode

CEE
712 2845 4800mm/min

Bridging Speed multiplier: 80%

Bridging Speed: 3840mm/min
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1) Advanced 0|+

er | Laver Additions Irfill Support Temperature Cooling G-Code Scripts | Other | Advanced |z

Layer Modifications Ooze Control Behavior
| Start printing at height |0, 30 mim [V] Only retract when crossing open spaces
Stop printing at height 0,00 mm || Force retraction between layers
| Minimum travel for retraction | 3.00 mrm

Slicing Behavior Extruder ooze rate 1000 & mm/min

Non-manifold segments: () Discard @) Heal [v] Only wipe extruder for outer-most perimeters

Merge all outlines into a single solid model

Tool Change Retraction
Thin Wall Behavior

Tool change retraction distance 0.00 < mm
Only use permeters for thin walls -
Tool change extra restart distance 0.00 < mm
@ Allow gap fill when necessary
Tool change retraction speed 360.0 < mm/min

Allowed perimeter overlap 5 5 %

@ Start Printing at Height

(ol AtEste Y US 2822 5 AYFE 48stuat g W AHEsS= Ol w YLt

ﬂHN

=

@ Stop Printing at Height

oA ALEStE 2 UE 2820 5 A™7A| &5t g I AgSt= Ol =Y L.

?l HwSo #4142 & L2 CFS HO| 2|0 M LOLEREUICE
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flo] 7 7Is2 stHel 28=s A UE F 7HA 2822 E55t1A g I Agsts 7|sY
=1

7
O -
LICE O S0 Of2f d-dHiE £8stiat & o, & =4 THE= 0.1mm 2{|0[0{9] g
A ECEZ2 Ofl #O|A TEE 0.3mme| 2HH 28 RE2 2HY + JGLIH. e 7IsS
of S|l ItE= O =2 EelE2, HI0|A EE G #E S22 S35 + USLIC

HEste =Me tEd dg UL

=

=

e
S

1) M 438 22 TEA A2 2HES SQI60F §LCt 02l StHe| RE2Z Ol & Cross
Section2 225t & Enable Cross Sectiong A AEL|Ct. Z-AxisE 225t & HIE 22/0 7|
=0| 2 2 ™M LEZS| mmE &QIerL|CH HMYCHe| A 3mm X|HO0| Z 4|2t H|0|A THE

7t L= A1 -E YL L

V':_Cross Section Vi

"] Enable Cross Section Reverse Section Yiew

Positioning

© ¥-Axls — [ 7250 |3 mm
Cov-Aws b 7250 [E mm
@ z-mdis 1 300 & mm

S| Ae- - Al @l

Enable Cross Section Feverse Section View

Positioning
© X-Axis —[}——— 7250 [& mm
) ¥-Awis — [} 7250 5 mm

@ Z-tois L)————| 300 = mm

S A gt~ &Y
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C JHo| M2 7t D= St
Processes (double-click to edit) 2) = 24el 28 g ES0or BUC
:_ : . 3} 2= 50| AddE 22I5 Tower-baset 0|2
Name Type .
_ yP s 9] 0.3 2{|0]0f, &&= 7200mm/min.2| A& 2t
Processl  FFF o o} . Tower-body2t 0|22] 0.1mm &|0|0f,
| Tower-base FFF : = @S2 Ve .
e 4800mm/min. 59| 4% 342 BHSLICH base TH

= Aduo| #o|A THEO|, body It HICHO| =

A THEO| HE5HZE LT

3) Tower-base I} & 22 & Advanced>Stop printing at height & H|0|A2} 24|29 &4
A A& 3mm=z EZ gL,

er | Layer | Addtons [ Infil | Support | Temperature | Cooing | G-Code [ Scripts | Other | Advanced [4])

Layer Modifications Coze Control Behavior
| Start printing at height (0,90 - mm || Only retract when crossing open spaces
V] Stop printing at height  3.00 I [¥] Force refraction between layvers
[] Minimurm travel for retraction 300 & mm
slicing Behavior [ Extruder ooze rate [100.0 = mm/min
Non-manifold segrments: Discard @ Heal [¥] Only wipe extruder for outer-most perimeters

[ Merge all outines into a single solid model
Toal Change Retraction
Thin Wall Behavior

Tool change retraction distance 0.00 < mm
Cnly use perimeters for thin walls -
Tool change extra restart distance 0.00 ~ mm
@ Alow gap fill when necessary
Tool change retraction speed 360.0 < mmsmin

Allowed perimeter overlap 5 & %

OKE =2i H|0|& 23 = Mot 54 2d ¢= o

MUy
I
g'y

C

il

0o

A 28 olME

Start printing at heightZ #3235t & 3mmZ A45t
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Process Name: Tower-body

Select Profie:  [PLA 0, 2rmom.fif -] | Import ] l Remove | | Export

Auto-Configure for Materal Auto-Configure for Primt Quality
9 PLA ) ABS | PVA MNylon ") Fast @ Medium ) High
General Settings
Infill Percentage: ™ 20% [ ] nclude Raft [ | Generate Support
er | Layer | Addtions | Infil | Support | Temperature | Cooling | G-Code | Scripts | Otmer | Advanced [4))

Layer Modifications Ooze Control Behavior

V| Start printing at helght  3.00 < mm [¥] Only retract when crossing open spaces

|| Stop printing at height 0,00 mm [V] Force retraction between lavers

[] Minimurm trasvel for retraction |3.00 mm
slicing Benhavior [ Extruder ooze rate |100.0 - mm/min

MNorn-manifold segments: |

Thin Wall Behawior

| Discard (@) Heal

] Werge all outines into a single solid model

1 Only use perimeters for thin walls

[V] Only wipe axtruder for outer-most perimeters

Tool Change Retraction

Tool change retraction distance 0.00 < mm

i ) Tool change extra restart distance 0.00 < mm
@ Alow gap fil when necessary
) - Tool change retraction speed 360.0 = mm/min
Alowed perimeter overlap 5 = %
= = = H o =S 5 — = —

4) 0| QIStH 2= SHTHO| Prepare to Print! HHES S2/ot T HI0|A, 34| €48 24 F HE 2F

= =2 L=
MEHSIT OKE =& LICH

0l Select Processes f_er_Preparatiori

o

Process Selection

There are multiple FFF processes avallable In this workspace.
Flease select the desired processes for preparation,
(Multiple selections will be merged into a single file)

P,

cessl
Tower-base

Tower-body

Select All Select None

Printing Mode

If vou have selected multiple FFF processes, please choose
the desired printing made:

@ Corminuous printing: layer-by-layer
Sequential printing: object-by-object

Max height clearance 0,00 - mm

OK

[

||| Cancel
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5) Of2H StHO|M H[O| & THES} ZA| DIES| 28 £E71 TOHE A= =g 4 UGG,

Speed (mm/min)

6000
5420
4340
4260
3680
3100
2520
1840
1360
780
200

® Non-manifold segments
24|15 0|2 = 02(3D A2 0|2 = &=t A=Y HEN)O| LF 7 UL OHY 73 $40|
LIELE [ O|E Ats22 Eetot= 7| s UL Heal 2 Al Ats2=2 HHELCH

® Merge all outlines into a single solid model
C 2419 S otLte| HEH=E QAISHE 7ISYULICH sHE 7|52 S BHO| AlotA THAHUA
L 2 0|47t US T AHES 4= JUSLICH A0 M3 Al, 24| EHO| 22 2YS0| JYS B

0| O+l MA2=2 Q4 3l AAS22 g + AS UL
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® Only use perimeters for thin walls
(ol Vs2 AEY R, S TIEQ| LR0l= HR7|E 2MStA| LA ELICH WE| 2=

o| SUO[ A= B2, A7| thi! /ES LHFO| ot & 22(A Ut

® Allow gap fill when necessary

Perimeter overlap 10% A& Al:

Q| AR 7(9 EJF FXAlE F20| A0 gujHe=
=
=2

32 3710| 4713, 0 B0l H27IS W,

—

Perimeter overlap 50% A& Al:
QI AR 7|9 METL HBAHZ|= 20| Lot Athe=z
o2 Z7H0| M2 w2t RO 7|2

LS
ZIRHSHA| gfn oI 2tel StLtE AR E8.

(X S
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® Only retract when crossing open spaces

o| E2HH0] 2|2 24| Ato] 22 Bl S22 0|58 2 4 E &7 2 st= Hlw LTt 7|
= w22 dYE0 ASLHH.

@ Force retraction between layers

A0l 29 = T3 20|02 ol I 2

EaHM
= 2450 s

S LS| flet 7IsY

@® Minimum travel for retraction
2 EUMS MEHY| 95 2|4 72| MY

SEYLC A 3oHA =T
ZHA

4YE
MG M52 ELICH

L Ofste| AHele 2lE

@® Extruder ooze rate

D QfO|Z 7|50] 255t & =20 M ERLIR= E'EF%E
o2

| SLt. Eesl
S0 BHUET Z2{LieR] SY5t7| flet Vs

12| Z| ek& L

® Only wipe extruder for outer-most perimeters
DQIO|ZE V|52 /Y 23 Al0f|Tt AHESHY| /et O LTt Yo Z QLo|Z T
LIEfLH Eol0f 93t

s 250
o=
A2 Z sHAoHH LIS

0|2l 715017 W20 W5 27| Alole AFEEIA] ZEUC sie
F AHR7| Ao 202 7| 5S AFESHA FU T
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APl QIE5HTAL BEO| BB 2 MEES 44512 941, Thed| TAIS F0| 20| HigtoR
S5H1 2BHE MEE 90| 22T 4 YBUICH A2 22|10 ZS0], B3I|0] LHHE &
3ol 225t 210 758 L0l MEET B W

MEE MA:
Simplify 3DOIA MEZEE dHst= YH2 F 7FA|7F &L

Ml
J
nx
ox
o
=2
>
n)

enerate SupportE MEisIH T2 MM AS2E NEET LIRS

= A
=
F25 QMG ofiE F=20 MEZES ddet.

Wl FFF Settings L2 |5

Process Name: Process|

Select Profile:  [Moment default. fff <J| mport | Rerove ‘ | Export ‘
Auto-Configure for Material Auto-Configure for Print Quality
@ PLA ABS Flesxible ) Fast @ Medium ) High
General Settings
Infil Percentage: n 20% Include Raft | [ Generate Suppart
Show Adwvanced | I Select Models Ok ‘ | Cancel

Z2IUoIN MEET} LR £ES AT O 7| 22OR QY 20| ZtE7t 45 0|4Y
B2 NEES WN5t7| QR0 JW0HE Y2 2420 IIES NEES 445 PLYS Y3

— o

LT
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o
oel ot =
=
=2

structures

R

m
o
k.l
ne
=0}

Fle View Models Mesh Reps Tooks Add-ns Help
Models (double-cick 1o edit)

¥ 1. Overhang-pot

Manually Define Support for Model O}0|2&

o 2120 MEES Yd-LIC

Support Generation

Mmoo ) remove
55 Conter and ATange
Processes (Gouble-cick to edt)

Name Type

Gridded Placement

Support Plar Resolution | 3,00

Max Dverhang Angie 45
Apply based on overnang angke

Manual Piscement

« mm
= deg

Processl  FFF

I A0 08w SUPDCE STUCIES. I

Remaye existig SupOons.

Save Suppont Sructres

IMpon Suppons

(Clear Manual Support

Expan Supports

Done.

¥ A0 & paicte
¢ Eon Process Setngs

w Prepate 10 Print

| Gridded Placerment

Support Pillar Resolution 3.00 C mim
=&

Max Owerhang Angle 0 deg

[ Apply based on overhang andle ]

Manual Placement

[ Add new support structures l

[ Remowve existing supports ]

Save Support Structures

l Import Supports H Export Supports ]

lCIear Manual Support]

sl
X

Done

- Support Pillar Resolution
NS MEE SR 2Y

- Max Overhang Angle

22I5t0{, Add new support

JH sada

O

CMEE Y8 Ve 4k 28124t 45)

- Apply based on overhang angle
cSEE OIEL 242t 4 E 2| 0|4 o

MEE QY (217t 4245

o2 40| HEE 44,

£242 YITA LR L20f0H 44)

IT=2T —

—

- Add new support structures

CMEEHE WY

- Remove existing supports
CNE MEE AA

- Clear Manual Support
s MEE 25 AHA
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Gridded Placement

Support Pllar Resolution 3.00 h mim

Wax Overhang Angle I 15 B GEQI

l Apply based on overhang angle l

Manual Placement

l Add new support structures l

l Remove existing supports l

Save Support Structures

l Import Supports H Export Supports l

I Done l

[C\ear Manual Suppoml

<Ol EHAIZE 3A2E 22F / S8 22 118.2g )

MEET} 2ts S e 25U (¢S A1EEE At

- Max Overhang Angle2 4528 4435
£385t= 80k 7|2 A=7145°2 HEE 00U

2512 %1 IHE MEE J|=S 35t
=0l 22t &0| £=40] RIME L.

-9_9

Gridded Placement

Support Pillar Resolution 3.00 }:‘ mm

Max Overhang Angle I ] dea

[ Apply based on overhang angle ]

Manual Placement

[ Add new support structures ]

[ Remove existing supports ]

Save Support Structures

[ Import Supports H Export Supports ]

[CIear M_anua\_Support] [ Done I

COlle SHAIZH 3A1ZH 8= / SatAE 222 111.49 >
- MEEQ| V8 20 29 £58 0|11 225|= BHHUE FS F0/122 Max Overhang

Angleg 602= HYSIASLICE Z2OME2 60% 02| Z4=02 MEES YHdH 452 M

S A2 40| MEES MAZSLICH
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Support Generation

Gridded Placement

Support Pillar Resolution 3.00 E—l mm

Max Overhang Angle B0 [§ deg

[ Apply based on overhang angle ]

Manual Placement

[ Add new support structures

Save Support Structures

| Import Supports | | Export Supports |

[_@le.ar Manual SupDQr.t_] l Done I

- FS0] AtO]Q] 37X Y T £2|E Al0|e] F2 S0le MEEE Y/otA| ot 20| &
ALt WLLICH T2t Remove existing supportsS 2215t & 2|12} 5= ¥ ME
22510 50| At0|2] MEEE X AHJYSLICE

=

Im rir

Gridded Placement

Support Pillar Resolution  3.00 2 mm

Max Owverhang Angle 60 % deg

I. Apply based on overhang andle I

Manual Placement

l Add new support structures

Save Support Structures

| import Supports | | Export Supparts |

Clear Vanual Support | Done |
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HA = Y oAl 2

Gridded Placement
Support Pillar Besolution 3.00 3 mm
—

Maix Overhang Andle 45

I Apply based on overhang angle ]

Manual Placement

I Add new support structures ]

l Remove existing supports ]

Save Support Structures

l Import Supports H Export Supports ]

IC\ear Manual Suooort‘

\ Done ]
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Gridded Placement

Support Pillar Resolution 7,00

=
id
=
e

hMax Owverhang Angle 45

I Apply based on overhang angle ]

Manual Placement

[ Remove existing supports ‘

Save Support Structures

I Import Supports H Export Supports ]

IC\ear MWanual SuDDonl I Daone ]
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el 2 HO| 2HE|V| A, 7|7| LA Z2{|0|0f|A| Setting > Speed & MEH

2 Y20 W0 AR Yo hakgLIcH

=og
S
rg
1o
M
iy
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II°|'

A%2o =2 2L LTI Simplify 3D 22 4% ol Show AdvancedE 22/3!

Layer 0|0l M First Layer Speed £=2|& Y2 GcodeE Y/ d5tlA|2.

o

First Laver Settings

First Laver Helaht 100 = %
First Laver Width 100 = %
First Laver Speed 34 5 %

=1 BI= ALOJO] lelol Hio|A MES 3o 282 =49 & dd= AL 289 =
HO|AS HO{YU T 2t EE= &3 24 22| Additions HwF0[A Include RaftS |32 5t0
MEY & USLIE

Process Name: Processi

Select Profile:  [PLA 0.2mm. iff -] l Import l l Remave ] I Export l
Auto-Configure for Material Auto-Configure for Print Quality
@) PLA © ABS ) PVA (@) Nylon () Fast @ Medum () High
General Settings
Infil Percentage: il 20% Include Raft  §[] Generate Support
Show Advanced H Select Models l OK Cancel
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Case3 > 230|

H2 =4
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¢l 242t 20| =2=0|
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Ol2{st A2, Simplify 3D &3 4
Coast at End 7|52 AdE AHe|0HZ 0|2| L2fHE

AS YA

Ooze Control

Retraction

Coast at End
Wipe Mozzle

< Coast at

Ae ot @ 28 =
dEi2 2482

A 20| A Extruder > Coast at End %

3.00
Extra Restart Distance 0.00

Retraction Distance

Retraction Yertical Lift  0.00

Retraction Speed
Coasting Distance 0.40
Wipe Distance 0.50

End A2 >

2500.0

o =
gES =

300 F mm
0.00 3 mm
0.00 [ mm
= mm/min
040 & mm
050 mm

< Coast at End AF2 X >

oll

ETt geiUiel=
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http://jinschoi.github.io/simplify3d-docs/

http://www.forum.simplify3d.com/viewtopic.php?f=8&t=2367

http://www.simplify3d.com/support/tutorials/rafts-skirts-and-brims/

https://www.simplify3d.com/support/tutorials/adding-and-modifying-support-

structures/

http://www.forum.simplify3d.com/viewtopic.php?f=8&t=1973

http://reprap.org/wiki/G-code

https://github.com/whpthomas/GPX/blob/master/examples/example-machine.ini

http://www.forum.simplify3d.com/viewtopic.php?f=8&t=2042

http://www.simplify3d.com/support/tutorials/different-settings-for-different-regions-

of-a-model/
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SPECIFICATIONS

HE AtO|2 300mm x 360mm x 348mm
AE A 11.5KG
o HE 24 A ot2n|s
AE
/ A TS 2 27 16.5KG
Ar2EE
Input 100-240V~50/60Hz
Output 24.0V - 6.25A
£Y g4 Fused Filament Fabrication (FFF)
23 AfO|2 145mm x 145mm x 160mm
=234 0.4mm
TetdE 213 1.75mm
e 30~150mm/sec (full speed 300mm/sec)
£ 22|E| 0.02~0.3mm
A= = o e L
A el Z8te 11 micron in X,Y 2.5 micronin Z
EEE Moment 2{|#2] A|AE
/=Ry SIEHIE / 72l (Up to 110 Q)
QAERG A= AAEZH
2t A| A ST AL
Lee PLA / ABS / Flexible / Wood / etc.
|2 ATEQ0] Full license Moment Simplify3D
ATEQ0f k=Xoly Windows / Mac OS
Q! Zrod G-code, stl, obj
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