Steuerprogramm Simplify3D, Parameter-Einstellungen

Die Konfigurationsdatei hat die Endung FFF (Fused Filament Fabrication)
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Processes (double-dlick to edit)
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E|n doppelklick auf den Eintrag Process1 FFF 6ffnet die Datei.

Simplify3D (Licensed to Grundschule Metall / Andreas Schaub) -0 “
Models (double-click to edit) '
P b |
Process Name: Process] .
Select Profile;  GIBL_2.fff v Import Remove Export '
Auto-Configure for Matertal Auto-Configure for Print Quality
© pa ) ags VA ~) teon Tifast  (® Medum () High L
General Settings. !
Infill Percentage: 20% | |IndudeRaRt (v Generate Support

Extruder  Layer | Additions | Infill | Support | Temperature | Cooling | G-Code | Saipts

(ko e Sasogsy Primary Extruder Toolhead
Primary Extruder Overview

Extruder Toothead Index Tool 0

Nozzle Dlameter 0,50 % mm

Extrusion Multiplier (1,00 3/

Extrusion Width () Auto (®) Manual 0,50 &/ mm

AN AN~

e Ooze Control

¥ add
P EdRt Process Settings
' Prepare to Print!

Die Einstellungen sind enthalten im Profil ,Name.fff*.
Meine, durch Versuche optimierten Einstellungen finden Sie in den Abbildungen auf den folgenden Seiten:
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Parameter im Detail
fur das Filament PLA, schwarz von German RepRap GmbH

Extruder (nur ein Extruder ist installiert)

P profildatei

0 FFF Settings
Process Name: Processi
Select Profile:  Normal.fff b Import Remove
Auto-Configure for Material Auto-Configure for Print Quality
(®) PLA () ABS () PVA () Nylon () Fast (®) Medium

General Settings

Infill Percentage: %

Extrusion Width () Auto (® Manual 0,36 |+

Ooze Control

Retraction Retraction Distance 3,60

a Restart Distance 0,00

mm

mm

Retraction Vertical

4O 4> O O

Retraction Speed

[] Coast at End
[] wipe Nozzle

Add Extruder Coasting Distance 0,20

Wipe Distance 5,00

Remove Extruder

[] Include Raft

Generate Support =——+—

Export |

) High

(kann abgespeichert und
geladen werden)

0.2 mm Schritt in Z
0.1 mm Schritt in Z

Stutzstruktur EIN/AUS

Extruder | Layer | Additions | Infill Support | Temperature G-Code | Scripts Other | Advance — Filament-Material
Extruder List .
(dickiem to editsetingsy  Primary Extruder Toolhead

Primary Extruder Overview | . }
Extruder Toolhead Index |Tool 0 - FU|!grad f(:.lr Innenstruktur
Nozzle Diameter 0,50 </ mm 0 bis 100%
Extrusion Multiplier 0,96 % . . -

— usendurcnmesser

0.5/0.4/0.3 mm

Skallierung der ,Filament-
raupe®, 1 = 100%

™~ Raupenabstand 0.36 mm

' Filament-Riickzug bei
Positionswechsel

"~ Riickzug der Diise, wenn die

Diise den Ort wechselt, auch

Hide Advanced Select Models OK Cancel
Layer (Filament-Schichten)
Extruder Layer Additions Infill Support Temperature Cooling G-Code Scripts Other 4
Layer Settings First Layer Settings

Primary Extruder Primary Extruder ~ First Layer Height 160

First Layer Width 150 %

Primary Layer Height |0,2000 =

O O

First Layer Speed 30 %

Top Solid Layers 10

Bottom Solid Layers 4 Start Points

4 4y O

Qutline/Perimeter Shells 2

Outline Direction: (®) Inside-Out (®) Optimize s

() Outside-In

("] Print islands sequentially without optimization (©) Choose start point closest to §

_)_Use random start points for all perimeters

ints for fastest printing speed

Othel ¢ | P!

Primary Extrude ~

[ ] single outline corkscrew printing mode (vase mode) X: 0,0 S Y: 3000 T mm
Zugaben fur die Druckinitialisierung
Extruder Layer Additions Infill Support Temperature Cooling G-Code Scripts
Skirt Settings Raft Settings
Include Skirt/Brim  Skirt Extruder Primary Extrude ~ [ ] Include Raft  Raft Extruder
Skirt Layers |1 B Raft Layers 3
Skirt Offset 4,00 < mm Raft Offset 3,00
Skirt Outlines 2 2 Separation 0,10
Raft Infill 85

4 O O

mm
mm

%

Disable raft base layers

als Z-Hopping genannt
(evt. auf 0.2 setzen)

N Filamentgrdssen in %
(]

der 1. Schicht:
- Hohe
- Dicke
- Geschwindigkeit

— aller folgenden Schichten
- Hohe

=~ Anzahl Deckschichten
- oben, Abschluss
- unten

- Schale

Aussenbahnen (Rock)

Zu Beginn eines
Druckvorgangs, also vor dem
Druck der eigentlichen
Kreation, wird eine
Umrandung gedruckt.

Damit wird die untere
Luftblase aus der Dise
entleert.
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Extruder Layer Additions Infill Support Temperature Cooling G-Code Scripts Other ¢ D!
General Infill Angles L
Infill Extruder |Primary Extruder ~ 0 < deg W/
External Fill Pattern |Rectilinear ~ Add Angle |-45
Interior Fill Percentage 80 < %

Remove Angle
Outline Overlap 15 =K
Infill Extrusion Width 100 13| %
Minimum Infill Length 0,00 = mm
Print Sparse Infill Every |1 < layer(s)
[ ] Include solid diaphragm every 20 < layers

Use random infill placement for each layer

Infill (Stutzstrukturen fur Uberhange)

Support (Unterstutzung fur Hilfsstrukturen und Platzierung)

Per-Layer Fan Controls

Layel Fan Speed Add Setpoint
1 0 Remove Setpoint
2 100
Layer Number |1
Fan Speed 60
Fan Options

Speed Overrides
[+] Adjust printing speed for layers below [15,0 [+ sec

Allow speed reductions down to 20 = %

ey

v Fan Overrides

[ ] Increase fan speed for layers below 45,0 + sec
Maximum cooling fan speed 100 + %

[] Bridging fan speed override 100 = %

["] Blip fan to full power when increasing from idle

Extruder Layer Additions Infill Support Temperature Cooling G-Code Scripts ciir
Support Material Generation Automatic Placement
pul——— N
Generate Support Material Only used if manual support is not defined
- Support Pillar Resolution 4,00 < mm
Support Extruder Primary Extruder ~
" . Max Overhang Angle |45 < deg
Support Infill Percentage 30 v %
Extra Inflation Distance 0,00 '+ mm Support Infill Angles
Dense Support Layers 0 = 0 2 deg 45
Dense Infill Percentage 70 < %
Add Angle
Print Support Every 1 < layer(s)
Remove Angle
Seperation From Part
Horizontal Offset From Part 0,60 ¥ mm
Upper Vertical Separation Layers 1 =
Lower Vertical Separation Layers |1 =
Temperaturen von Duse und Druckbett
Extruder Layer Additions Infill Support Temperature Cooling G-Code Scripts Othet ¢ P!
Temperature Controller List
(click item to edit settings) Heate ature
Primary Extruder Overview
Heated Bed Temperature Identifier TO 4
Temperature Controller Type: () Extruder (®) Heated build platform
Relay Temperature Between Each: D Layer D Loop
Wait for temperature controller to stabilize before beginning build L
Per-Layer Temperature Setpoints
Layer Temperature Add Setpoint
1 70 Remove Setpoint
Cooling (Kuhlung)
Extruder Layer Additions Infill Support Temperature Cooling G-Code Scripts Other ¢ >}

45° Grenze der Steigungen
bis zur Stutzstruktur

Einstellung der Parrameter

der Stitzstruktur:

- Fuligrad

- Aussenuberlappung

- Innenlberlappung

- Breitein %

- Minimale Lange

- Drucken der sparsamen
Stltzschicht

Automatische Saulen-
platzierung

Im linken Fenster kann
zwischen

- Extruder und

- Heizbett
umgestellt werden.

Rechts kénnen dann die
Sollwerte eigegeben werden:

Extruder Y= 200°C
Heizbett 1)= 70°C

Optionaler Ventilator,
ist bei mir nicht vorhanden.
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G-Code (Arbeitsraum fur den Drucker)

Extruder | Layer Additions Infill
G-Code Options

5D firmware (include E-dimension)

[ ] Relative extrusion distances

Allow zeroing of extrusion distances (i.e. G92 EOQ)
[ ] use independent extruder axes

[] Include M101/M102/M103 commands

Firmware supports "sticky" parameters

G-Code Offsets

X-Axis Y-Axis Z-Axis
Offset 0,00 7 0,00 2 0,00 = mm
Scripts
Extruder Layer \ Additions Infill Support

Starting G-Code Layer Change G-Code [

Support

Tool Change G-Code

Temperature Cooling G-Code Scripts c4 >}7

Update Machine Definition

Update Machine Definition using settings below

This is a convenient way to update your machine
definition along with your FFF profile. It is especially
useful if you are constantly switching between different
printers.

Machine type  Cartesian robot (rectangular volume) ~

X-Axis Y-Axis Z-Axis
Build volume 210,0 7/ 2100 T 1200 T mm 8 .
i = ~ 77— Arbeitsraum des Druckers

Origin offset 0,0 v/ 0,0 v 0,0 v mm 210 0 X 210 0 X 120

Homing dir | Min ~| Min > Min v

Flip build table axis [ | x [v]Y [z Hinweis:
Damit die Hohe auch erreicht wird,
muss in der Firmware im Tell
configuration.h die Konstante
#define Z_MAX_LENGH 120

Temperature | Cooling | G-Code | Scripts | Other ¢ | ! angepasst werden!

Ending G-Code

G28 ; home all axes

Post Processing

[ ] create .makerbot file for 5th Gen MakerBot printers

Additional terminal commands for post processing

[] Create .x3g file for MakerBot printers using GPX plugin (see Tools > Firmware Configuration for conversion settings)

[ ] Add celebration at end of build (for .x3g files only) 'Random Song ~

Other (weitere Angaben)

Extruder | Layer | Additions Infill | Support Temperature Cooling | G-Code Scripts Other Advanced
Speeds M/
Default Printing Speed 3000,0 = mm/min Filament diameter 3,0000 = mm
Outline Underspeed 50 s % Filament price 46,00 || price/kg
Solid Infill Underspeed 80 =K
Support Structure Underspeed 50 : % Bridging
X/Y Axis Movement Speed 3500,0 < mm/min Disupported/area ticestiold: |50/0 = sqmm
7 Axis Movement Speed 1000,0 = mm/min Bridging extrusion multiplier 1100 T %

Bridging speed multiplier 100 < %
Advanced (fortgeschrittene Angaben)
| Extruder | Layer Additions Infill Support Temperature Cooling | G-Code Scripts Other Advanced

Layer Modifications Qoze Control Behavior
D Start printing at height 0,00 S mm Only retract when crossing open spaces
D Stop printing at height 0,00 S mm Force retraction between layers

D Minimum travel for retraction 3,00 % mm

Slidng Behavior [ Extruder ooze rate  100,0 = mm/min

Non-manifold segments: () Discard (® Heal

["] Merge all outlines into a single solid model

Thin Wall Behavior
O Only use perimeters for thin walls
9 Allow gap fill when necessary

Allowed perimeter overlap 110 5 %

Position beim Start eines
Druckauftrags

Only wipe extruder for outer-most perimeters

Tool Change Retraction

Tool change retraction distance

12,00 s mm
Tool change extra restart distance -0,50 < mm
Tool change retraction speed 600,0 < mm/min

— Druckgeschwindigkeiten
- Normal

- Aussenhaut reduziert

- Innenteil reduziert

- Stltzstrrukturen reduziert

Filament (Druckmaterial)
- Durchmesser
- Preis: CHF/kg
- resp. €/kg
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