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SD

Process Mame: Process!

(fff ) Simplify3D
.0.1/0.2/70.3mm

(import)

Select Profile: | | PL& O, Trnmm, fif

- Irnport || Fermove || Export

Suto-Configure for Material
@ PLA T ABS
General Seftings

Infill Percentage: U

| Extruder | Laver | Addiions | Infill | Suppert | Temperaturs | Cooling | G-Code | Scripts | Other | Adwanced |

Pidy 0 Mylan

20% [ Include Raft

suto-Configure for Print Quality

1 Fast @ Medium ' High

[7] Generate Suppott

Layer Settings

First Layer Seftings

Frocess Mame: Processl

Select Profile: | |PLA 0.3mm. fff

&iuto-Configure for Materal
@ PL& = ABS

General Settings

Primary Extruder |Extruder 1 - First Layer Height 200 & 2
First L Width 100 = %
Prirmary Layer Height 0, 1000 T U@t

First | aver Sneed 4N 1 4

v| Irmpaort J | Rermove | | Export

auto-Configure for Print Quality
P Py Mylon ) Fast @ Medium 1 High
A 20% [7] Include Raft [7] Generate Support

Infill Percentage: U

| Extruder | Layer | Additions | Infill | Support | Temperatwre | Cooling | G-Code | Scripts | Other | Advanced |

Layer Settings

Prirmary Extruder |Extruder 1

i |

First Layer Settings

First Layer Height 80 2
First Layer Width 100 2 2%

a8

Prirnary Layer Height 00,3000 iyl .
0.3mm 0.2mm 0.1mm
7200mm/min | 4800mm/min | 3600mm/min
20% 20% 20%0
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1)

| Extruder | Laver [ Additions

Layer Settings

| Infil_| Support |

Primary Extruder |E><truder 1

E |

Primary Layer Height 0.2000

&
-

mm

Top Solid Lavers ]
Bottom Solid Lavers 5

Cutline/Permeter Shels 2

Outline Direction: @ Inside-COut

F
w

&
b d

S
d

Outside-In

| Print islands sequentially without optimization

Temperature | Cooling | G-Code
First Layver Settings
First Layer Height 100 5
First Layer Width 100 =
First Layer Speed 40

Start Points

Scripts | Other | Advi<1P]

7
%
b

1 Use random start points for all perimeters

Q@ Optimize start points for

fastest printing speed

1 Choose start point closest to specific location

| Single outline corkscrew printing mode (vase mode) X 10,0 ¢ V:|300.0

FFF

2)

3D

mm

| Extruder | Layer | Additions | Infl | Support | Temperature | Coolng | G-Code | Scripts | Other | Adwi

Speeds

Default Printing Speed 4800.0  [Z mm/min
Outine Underspeed 70 s %

Solid Infil Underspeed a0 <l %
Support Structure Underspeed 80 < %

XY Axis Moverment Speed 6000.0 5| mm/min
Z Axis Movement Speed 200.0 < mm/min

Filament Properties
Filament diameter 1.7500

Filament price 46,00

Bridging
Unsupported area threshold
Bridaing extrusion multiplier

Bridging speed mutiplier

(mm/min.),

&

< mm

< pricedkg

10.0 < sqmm
60 s %

80 3 %
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3)

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

General Imfil Angles
Infil Extruder [Extruder 1 -] 0 % deg a5
External Fil Pattern [Rectiinear =] -45
Imterior Fill Percentage 20 S %

Qutline Owerlap 20 -~ %
Infill Extrusion Width 90 s %

Minimum Infill Length 040 5 mm
Print Sparse Infill Every | < laver(s)
[] Include solid diaphragm every |20 *| layers

Use random infill placement for each layer

20% , 0

, 100 . PLA/

ABS 15-30%
10-15%

4)

A8 FFF Settings

[ _.

Process Mame: Processi

Select Profile:  |PLA 0. 2rmm, fif v l Import ] l Rermove ] l Export ]
Auto-Configure for Material Auto-Corfigure for Print Guality
@ PLA @ ABS (1 PYA ) Nylon @) Fast @ Medum () High
General Settings
Infill Percentage: 1) 20% | | Include Raft | | || Generate Support
Show Adwvanced H Select Models ] l O H Cancel
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2.

1) Extruder

Extruder | Layer | Additions | Infll | Support | Temperature | Cooling | G-Code | Scripts | Other < [0}

(click itgr%ntr‘tjodgrdi%iiattings) EXt ru d er 1 T o]0 | h e ad

Extruder 1 Overview
Extruder Toolhead Index [Tool 0 z

MNozzle Diameter  0.40 5 mm
Extrusion Multiplier 1.00 %

Extrusion Width @ Auto Manual |0.48 Smm

Coze Control

[V Retraction Retraction Distance  3.00 S mm
Extra Restart Distance 0.00 s mm
Retraction Vertical Lift  0.00 < mm
Fetraction Speed 2500.0 5 mmdmin
| Add Extruder | [] CoastatEnd  Coasting Distance 0,40 - mm
| e e | |/ Wipe Nozzle Wipe Distance 0.50 -~ mm
e Extrusion Multiplier
7 ) ) b 1'0
(Top Layer) 100% .
100% , Layer Top Solid Layers

Extrusion Multiplier 1.1 1.2
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e Extrusion Width
0.4mm , 0.5mm

Auto 1.2
0.48mm

® Retraction Distance

3.0mm

e Extra Restart Distance
Extra Restart Distance
( ).

, -0.1~0.2mm Extra

Restart Distance

e Retraction Vertical Lift

2014 Moment © All rights reserved
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e Coast at End

. 100mm , 5mm 95mm
100%0 5mm

5mm )

* Coast at End

0.4mm ,

< Coast at End > < Coast at End >
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e \Wipe Nozzle

Coast at End , Coast at End
Wipe
Nozzle 100%0

1)

2) (Coast at End 0.4mm ) 0.4mm

3) , 3mm
4) 0.5mm
5)

6)

3mm + Extra Restart Distance
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2) Layer

Extruder | Laver | Additons | Infll | Support | Temperature | Coolng | G-Code | Scripts | Other < [»]

Layer Setfings First Layer Settings

Primary Extruder |Extruder 1 M First Layer Height 100 = %
Frimary Layer Height 0.2000 S omm First Layer Width 100 = %
_ First Layer Speed 40 5 %
Top Sold Layers & .
Bottorn Solid Layers 5 = Start Points
outline/Perimeter Shells 2 2 Use random start points for all perimeters
Outline Direction: @ Inside-0Out Outside-In 9 Optimize start points for fastest printing speed
[ Print islands sequentially without optimization Choose start point closest to specific location
Single outline corkscrew printing mode (vase mode) X 0.0 Yo [300.0 mm

e Primary Extruder

e Primary Layer Height

e Top Solid Layers

100%
100%

6~10
Extruder Extrusion Multiplier 1.1~-1.2

2014 Moment © All rights reserved
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e Bottom Solid Layers

100%0
, 100%0
e Outline/Perimeter Shells
e Outline Direction; Inside-Out
38
e Qutline Direction;Outside-In
0.1lmm | 0.2mm | 0.3mm - 7200mm/min
2h17m | 1h12m | oh 50m 120%
20% 50% 80% : 7200mm/min
1h12m | 2hom | 2h53m - 0.2mm
(mm/min) 3600 4800 7200 : 20%
50 X 50 X 50mm :0.2mm
2h 13m 1h 40m 1h 12m
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14



@ Print Islands Sequentially without optimization
A B
) C A
A-B-C A-B-A-C

e First Layer Height
0.1mm ,
200% , 0.2mm . 0.2mm
0.1mm, 0.2mm, 0.3mm

0.2mm

e First Layer Width

2014 Moment © All rights reserved
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e First Layer Speed

4-50%0

e Use Random Start Points for all perimeters

e Optimize Start points for fastest printing speed

. Prepare to Print!

® Choose start points closest to specific location

2014 Moment © All rights reserved
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3) Additions

Extruder Layer Additions [l Support Temperature Cooling
Skirt Settings Raft Settings
Include Skirt/Brim Skirt Extruder | Extruder 1 Include Raft
Skirt Lavers |1
Skirt Offset 4.00 mm
Skirt Outlines |2
e Skirt
: “Include Skirt/Brim”
e Skirt Layers
. 99999

G-Code Scripts Other IE
Raft Extruder Exiruder 1
Raft Lavers |2
Raft Offset  |1.00 mm
Separation 0. 14 mm
Raft Infil 85 %

Disable raft base lavers

2014 Moment © All rights reserved
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e Skirt Offset

.4dmm 4mm

e Skirt Outlines

e Raft

, , PLA ABS

e Raft Layers

e Raft Offset

2014 Moment © All rights reserved
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® Separation

e Raft Infill
85%

e Disable Base Layers
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4) Infill

Extruder

Layer Additions Irfill Support
General

Infil Extruder [Extruder 1 =]
External Fill Pattern [Rectiinear  ~|
Interior Fill Percentage 20 v %
Outline Cverlap 20 7 %
Infill Extrusion Width 90 z %
Minimurm Infil Length 0,40 2 mm
Print Sparse Infil Every 1 =

Include solid diaphragm every

laver(s)
20

Temperature Cooling G-Code
Infill Angles
] > deg 45

| Add Angle | | T4°

‘ Bemowve Angle ‘

lavers

V| Use random infil placement for each layer

e External Infill Pattern

Concentric

e [nterior Fill Percentage

e Outline Overlap

Rectilinear

20

Scripts Cther

, Rectilinear

D
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e nfill Extrusion Width

0.4mm 90% 0.36mm

® Minimum Infill Length

0.4mm . 0.4mm

@ Print Sparse Infill Every __ layer(s)

e Use random Infill placement for each layer

e Infill Angles
45

. 90% ,

< 0% > < 30% > <

60% >

< 100% >

2014 Moment © All rights reserved
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5) Support

Extruder

Layer Additions [rfill Support Temperature Cooling G-Code Scripts Cther

Support Material Generation Automatic Placerment
Generate Support Material Only used i manual support is not
defined
Support Extruder [ESEEHEE _ Support Pillar Resolution (4,00 . mm
Support Infill Percentage |40 - % Max Overhang Angle 15 7 deg
Extra Inflation Distance  |[0.00  ~| mm
Dense Support Lavers |0 : Support Infill Angles
Dense Infil Percertage | 70 o % 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 ||

e Support Infill Percentage

e Extra Inflation Distance

e Dense Support Layers

12

, 40

40%

]

2014 Moment © All rights reserved
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e Dense Infill Percentage

@ Print Support Every __ Layers

® Horizontal Offset From Part

@ Support Pillar Resolution

4mm

2~-3mm

e® Max Overhang Angle:

Gridded Placement Gridded Placement

Support Pilar Resolution 3,00 5 mm

Support Pllar Resolution  3.00 £ mm

Max Overhang Angle 45 [ deg Max Overhang Angle 60 < deg

I Apply based on overhang angle ]

l Apply based on overhang angle ]

Manual Placermnent

Manual Placerment

[ Add newv support structures ]

l Add new support structures ]

I Remove existing supports ]

l Remove existing supports ]

Save Support Structures

Save Support Structures

l Import Supports H Export Supports ]

l Import Supports ] I Export Supports ]

lC\ear Manual SuDDor‘t]

l Dore ]

[Qear Manual §uDDDn]

[ pore |

< Max Overhang Angle 45 > < Max Overhang Angle 60 >
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6) Temperature

Temperature Controller List

Extruder 1 Temperature

(click item to edit settings) H eated Bed Te mpe ratu re

Overview

| Extruder | Laver | Addiions | mnfil | Support | Temperature | Cooling | G-Code [ Scripts [ Other < [»

Heated Bed | Temperature Identifier [TO

)

Temperature Controller Type:

Per-Laver Temperature Setpoints

() Extruder @ Heated build platform
Relay Temperature Between Each: [ | Laver [ | Loop

Layef
1

l Add Temperature Controller ]

‘ Bemowve Temperature Controller ‘

Temperature

)

Add Setpoirt |

Remowve Setpoint l

Laver Number 1

Temperature

¥

200 2 °C

e Temperature Controller List
(Per-Layer Temperature Setpoints)
@ Per-Layer Temperature Setpoints
Temperature Controller List

Temperature

Add Setpoint

2014 Moment © All rights reserved
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7) Cooling

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

Per-Laver Fan Controls Speed Overrides
Laye Fan Speed l Add Setpoint ‘ |v| Adjust printing speed for layers below 150 = sec
Alow speed reductions down to 50 5 %
1 0 [ Remowve Setpoint | P
2 100 =
Laver Number 1 - Fan Owerrides
FanSpeed 60 = % [] Increase fan speed for lavers below 450 5] sec
Maximum cooling fan speed 100 & %
[] Bridging fan speed override 100 & %
Fan Options

[ Blip fan to full power when increasing from idie

@ Per-Layer Fan Controls

. 0~100 (%) , 50
* PLA . ABS
) 40%
Laye Fan Speed Laye Fan Speed
1 0 1 0
2 100 3 40
< PLA filament Default > < ABS filament Default >
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e Adjust Printing Speed for Layers below _ Seconds,

Allow speed reductionsto %

, 15 /50%
15
50%

Presview Mode

@ |ncrease fan speed for layers below Seconds,

Maximum Cooling fan speed %

@ Bridging fan speed override

2014 Moment © All rights reserved
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8) G-Code Tab

Extruder Layer Additions Il Support Temperature Cooling G-Code Scripts Cther Adw iZl
G-Code Options Update Machine Definition

V| D firmware (nclude E-dimension) V| Update Machine Definition using settings below

This is a convenient way to update yvour maching definition

Relative extrusion distances
along with vour FFF profile. It is especially useful if vou are

V| Allow zeroing of extrusion distances (i.e. G92 EO) constantls switching between different priniers.
Use independert extruder axes Machine type [Cartesian robot (rectangular volume) -
Include M101/M102/M103 commands Yepwis Yepwis 7 Asdis
V| Fimware supports "sticky” parameters Buld volume 1450 (& 1450 5 160.0 5 mm
Origin offset 0.0 s 0.0 s 0.0 < mm

G-Code Offsets
H-bnis Y= Axis Z-Axis
Offset 0.00 s 0.00 < 0.00 S mm

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

9) Scripts Tab

M

Extruder Layer Additions Irfil Support Temperature Cooling G-Code 3cripts Other Al

Starting G-Code Laver Change G-Code Tool Change G-Code Ending G-Code

G285 home all axes

G2 EO

GO X0 %120 F 4800
GO Z0.2 F1000

G992 EO

GO X0 Y20 EB.0 F1800
GO X0 Y25 F4800

m

Post Processing
Create =30 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

G-Code, Scripts

2014 Moment © All rights reserved
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10) Other

Extruder Layer Additions il Support

Speeds
Default Printing Speed 4800.0 =
Cutiine Underspeed 70 .
Solid Infill Underspeed a0 =
Support Structure Underspeed 80 =
/Y Axis Movement Speed 60000 %
7 Axis Movement Speed 200.0 =
Dimensional Adjustments
Horizontal size compensation 0,00 < mm
e Default Printing Speed
, 1
e Outline Underspeed
e Solid Infill Underspeed

Termperature Cooling G-Code Scripts Cther Al

Filarment Properties

M/ min Filament diameter 1.7500 < mm
% Filament price 46,00 > pricedka
o
Bridgin
% ang
S Unsupported area threshold 10,0 v 50 mMm
S Bridging extrusion multiplier 60 v %
Bridging speed multiplier 80 = %
3600~7200
3D
100%
4200 90 , 3780mm/min

)
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e Support Structure Underspeed

e X/Y Axis Movement Speed

Preview

® Z Axis Movement Speed
VA

e Filament Diameter
1.75mm

e Filament Price

Preview

2014 Moment © All rights reserved
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e Unsupported area threshold

@ Bridging extrusion multiplier

60%

@ Bridging Speed multiplier
80%

Speed (mm/min) Preview Mode

< >
1 4800mm/min
Bridging Speed multiplier: 80%

Bridging Speed: 3840mm/min

2014 Moment © All rights reserved
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11) Advanced

(=8 Laver Additions [l Support
Layer Modifications
| Start printing at height |0, 90 mm
Stop printing at height 0,00 mm

Slicing Behavior
Non-manifold segments: Discard (@) Heal

Merge all outlines into a single solid model

Thin Wall Behavior

Crly use perimeters for thin walls
@ Alow gap fill when necessary

Allowed perimeter overlap 5 5 %

e Start Printing at Height

@ Stop Printing at Height

Cooling G-Code Scripts Other Advanced

Ooze Control Behavior
[¥] Gnly retract when crossing open spaces
V| Force retraction between layers
Minimum travel for retraction | 3.00 mrm
Extruder ooze rate

1000

mm/min
V| Only wipe extruder for outer-most perimeters

Tool Change Retraction

Tool change retraction distance 0.00 < mm

Tool change extra restart distance 0.00 S mm

Tool change retraction speed 360.0 < mm/min
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, 0.1mm

, 0.3mm
1) . Cross
Section Enable Cross Section . Z-AXis
mm . 3mm

"] Enable Cross Section Reverse Section Yiew

Positioning
() H-Axis EF—— 7250 2 mm
() Y-fxis o 7250 [Emm

@ Z-Axis [} 3.00 & mm

go|ale- @ @l

Feverse Section View

Enable Cross Section

FPositioning
() H-Auis (fF—— 7250 Bl mm
() Y-Axis (F—— 7250 & mm

Z-dxis || 3.00 = mm

S0 At &l
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Processes (double-click to edit) 2)

. ' Add Tower-base
N T

| e /P ' 0.3mm : 7200mm/min.

Processl  FFF

| Tower-base FFF . , Tower-body 0.1mm ,

‘Towerbody FFF 4800mm/min. . base

, body
3) Tower-base Advanced>Stop printing at height
3mm

er | Laver | Addtons [ Infil | Support | Temperature | Coolng | G-Code | Scripts | Other | Advanced [
Laver Modifications

Coze Control Behawior

| Start printing at height (0,90 - mm || Only retract when crossing open spaces
[V Stop printing at height 3,00 = mm [¥] Force refraction between lavers
[] Minimum travel for retraction |3.00 ~ mm
Slicing Behavior | Extruder ooze rate [100.0 2| mm/min

Non-manifold segments: Discard @ Heal [V] Only wipe extruder for outer-most perimeters
[ Merge all outines into a single solid model

Tool Change Retraction
Thin ‘Wall Behavior

Tool change retraction distance 0.00 S mm
Cnly use perimeters for thin walls -
) Tool change extra restart distance 0.00 v mm
@ Allow gap fil when necessary
) T Tool change retraction speed 360.0 < mmsmin
Allowed perimeter overlap 5 & %

OK
Start printing at height 3mm
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Process Name: Tower-body

Select Profie:  [PLA 0, 2rmm.fif -] | Import ] l Remove | | Export
Auto-Configure for Material Alto-Configure for Print Quality
9 PLA ) ABS ) PYA ) MNylon ") Fast @ Medium ) High

General Settings

Infill Percentage: lis} 20% [ ] Include Raft [ | Generate Support

er | Layer | Addtions | Infil | Support | Temperature | Coocling | G-Code | Scripts | Other | Advanced |4 b

Layer Modifications Ooze Control Behavior
V] Start printing at height  3.00 < mm [¥] Cnly retract when crossing open spaces
|| Stop printng at height 0,00 ~ mm [V/] Force retraction between lavers

[] Minimurm travvel for retraction 300 < mm

Slicing Behavior [ ] Extruder coze rate |100.0 = mm/min

Nerrmaniiold segments: @ Discars @ hedl [¥] Only wipe extruder for outer-mast perimeters
] Merge all outines into a single solid model

Tool Change Retraction
Thin Wall Behawior

] Toal change retraction distance 0.00 < mm
) Only use perimeters for thin walls ! -
i ) Tool change extra restart distance 0.00 < mm
@ Alow gap fil when necessary
, - Tool change retraction speed 360.0 < mmdmin
Alowed perimeter overlap 5 = %
4) Prepare to Print! ,

OK

Al select Processes f_er_Preparatiol

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)

Rrocess]

Tower-base

Tower-body

Select All | I Select None

Printing Mode

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

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

Max height clearance 0,00 . mm

I I oK ||| Cancel
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5)

Speed (mm/min)

6000
5420
4340
4260
3680
3100
2520
1840
1360
780
200

e Non-manifold segments
(3D

. Heal

e Merge all outlines into a single solid model
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@ Only use perimeters for thin walls

e Allow gap fill when necessary

Perimeter overlap 10%

Perimeter overlap 50%
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e Only retract when crossing open spaces

@ Force retraction between layers

e Minimum travel for retraction

e Extruder ooze rate

e Only wipe extruder for outer-most perimeters

2014 Moment © All rights reserved
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3.

Casel >
*
FFF 3D
T , T -
Simplify 3D -
b
T , T -
b
Simplify 3D
1.
Generate Support ,
Wl FFF Settings Fealix
Process Name: Processi
Select Profile:  [Moment default. fff -||  Import ‘ | Remove ‘ | Export ‘
Auto-Configure for Material Auto-Configure for Print Guality
Q@ PLA | ABS ) Flexible ) Fast @ Medium () High
General Settings
Infill Percentage: il 20% [ | Include Raft | [V] Generate Support
Show Advanced ‘ I Select Models Ok ‘ I Cancel
45°
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Manually Define Support for Model

structures

, Add new support

File View Models Mesh Repaw Tools Add-Ins Help

Models [doutie-clck 1o edt)
¥ 1. Overhang-pot

MW oont | F Remove
K3E Center and ATange
Processes (double-cick 1o edt)

Name Type

Processl  FFF

Pao1 | BDeken

P Edn Process Setungs

w Prepare 10 Print

Support Generation

Gridded Placement

Max Owerhang Angle

Griddad Placement

Supoort PR Resokition 3,00

Max Overhang Angle 45
Apply based on overhang angle

Manual Piscement

Femaye existng Supons.

Save Suppont Sructres

|ciear Manual Support]|

IMpoN SUppons. | | Expan Supports.

| Done

[ Apply based on overhang angle ]

hManual Placement

[ Add new support structures l

l Remowve existing supports ]

Save Support Structures

l Import Supports H Export Supports ]

lCIear hanual Support]

Done

- Support Pillar Resolution

- Max Overhang Angle

ITECL L

\.,’jh

= {3 = gt

. 45)

- Apply based on overhang angle

- Add new support structures

- Remove existing supports

- Clear Manual Support
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Gridded Placement

Support Pillar Resolution  3.00 E‘ mm

Max Overhang Angle I 45 & degl

| Apply based on overheng angle |

Manual Placement

| Addnew suppart structures |

l Remove existing supports l

Save Support Structures

l Import Supparts H Export Supports l

[C\ear Ianual Supportl

< 13 22 / :118.2g >

- Max Overhang Angle 45 (

Gridded Placement

Support Pillar Resolution 3.00 Z mm

Max Overhang Angle IBO £l dea

| Aoply based on overhang angle |

Manual Placement

[ Add new support structures ]

[ Remove existing supports ]

Save Support Structures

|_Import Supports | | Export Supports |

[ Daone l

[CJBB_I Mlanual _Suppoifg]

< 13 8 / :111.49 >

Max Overhang
60 . 60 45

Angle
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Gridded Placement
Support Pillar Resolution 3,00 @ mm

hax Owerhang Andle 60 %] deg

[ ADply based on overhang angle ]

Manual Placement

[ Add new support structures

Save Support Structures

_mport Supports | | Export Supports |

Clear Manual Support| | Dore |

Remove existing supports

Gridded Placement
Support Pillar Resolution  3.00 2 mm

Max Overhang Angle 60 = deg

I. Apply based on overhang angdle ]

Manual Placement

l Add new support structures

Save Support Structures

| import Supports | | Export Supparts |

Clear Manual Support) [ Done |
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Gridded Placement

Support Pillar Besolution 3,00 % mm
Max Owverhang Angdle 45 @ deg

| Apoly based on overhang angle |

Manual Placement

I Add new support structures ]

I Remove existing supports ]

Save Support Structures

l Import Supports H Export Supports ]

IQear Manual Suoport_] [ Done ]

< 01 8 / :37.99 >

Gridded Placement

Support Pillar Resolution 7,00 * mm
Wax Overhang Angle 45 = deg

Apply based on overhang angdle ]

Manual Placement

l Remove existing supports ]

Save Support Structures

I Import Supports H Export Supports ]

IClear harual Supponl

I Dane ]

< 157 |/ :30.1g >

A

B, C 1 . Support Pillar
Resolution 7mm (4mm)

4cm
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Case2 >

HOT ZONE

DO NOT TOUCH
SHy7o| £047| OrAl2

MOMES

Catch the moment,
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, Setting > Speed

Simplify 3D Show Advanced
Layer First Layer Speed Gcode

First Layer Settings
First Laver Helght 100 5 %
First Laver Width 100 5 %

First Laver Speed 34 5 %

Additions Include Raft

il FFF Settings | e S

Process Name: Processi

Select Profile:  [PLA 0.2mm. iff -l Import l l Remave ] I Export l
Auto-Configure for Material Auto-Corfigure for Print Quality
@) PLA @ ABS ) PVA ©) Nylon () Fast @ Medum () High
General Settings
Infill Percentage: {aal 20% Include Raft | Generate Support

Show Advanced H Select Models l OK Cancel

L

* ABS , PLA
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Case3 >

, Simplify 3D Extruder > Coast at End
Coast at End

Ooze Control

Retraction Retraction Distance 3.00 @ mm
Extra Restart Distance 0.00 @ mm
Retraction Yertical Lift  0.00 E mm

Retraction Speed 2500.0 & mm/min
I Coastat End | Coasting Distance 040 & mm
Wipe Nozzle Wipe Distance 0.50 050 [ mm

< Coast at End > < Coast at End X >

2014 Moment © All rights reserved

45



Case4 >

0.5mm

Moment 0.4mm 0.5mm
0.5mm Gcode

Preview

File View Models Mesh Repair Tools Add-ns Help
oo oo oa) |
i

Processes (double-clek 1 ea)
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