MpunoxxeHue 1. Hactpoiiku cnaiicepa gna Repetier-Host

B 3aBMcMmocTH OT ueneit 3d-neyaTi, HaCTPOMKKM cnaicepa MoryT BapbMpoBaTbcAa. MMEHHO NO3TOMY Mbl
peKoOMeHAYEM BHUMATE/IbHO U3YUYNUTb 3Ty [1aBY MHCTPYKLUMK, YTODbI MOHMMATb, Kak MeHAEeTCA pesynbTaT
neyaTy Npu PasINYHbIX HACTPOMKax cnaicepa. Tak Bbl CMOXKETE A0OUTHCA MaKCUMaibHO 3PPEKTUBHOTO U
KOMOPTHOrO perkmMma nevatu Bawmx 3D-moaenen.

B aTOoM paszenie onvcaHa NowwaroBas CaMoCTOATe/IbHasA HAaCTPOIKa caicepa, UCMoAb3yemMoro NpPorpammoi
Repetier-Host, c 06Wwumm 6a3oBbiMK HacTpolikamm aas conaa 0,3 Mm, KOTOpbIA M3HAYa/IbHO YCTAaHOB/IEH Ha
Kaxkgom npuHTepe PrintBox3D One.

B Repetier-Host nBa cnavicepa: Slic3r n Skeinforge. Mbl 6yaem ncnonb3osatb Slic3r - Ha CErogHALWHUN AeHb OH
ABNAETCA OAHUM M3 CaMbIX MOLLHbIX M A0paboTaHHbIX Mmoaynein ana dopmmnposaHua G-Koaa, HeobxoaMmoro
Ana sbisoga 3D-mogenn Ha nevaTb 3D-NpUHTEPOM.

MepBasa HacTpolika Slis3r moxKeT 6bITb ANNTENbHOM U3-33 HE0BXOAMMOCTM NPOBEPUTDL U YCTAHOBUTL BCE
napameTpbl mogyns. Jllobble nocneayroLime U3SMeHEHNA HAaCTPOEK A5 MeYaTy PasINYHbIX BalLlMX Mogenei
CBOAATCA K KOPPEKTUPOBKE 4-5 OCHOBHbIX MAPaMETPOB B TEYEHUNE ABYX-TPEX MUHYT.

Mpuctynum K HacTpomke Slis3r.

OTKpounTe nporpammy Repetier-Host n B npaBomM OKHe NapamMeTpoB BblibepeTe BKNaaky «Cnalicep».
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B oTKpbIBLENCA BKAAAKE HAaXKMUTE KHOMKY «HacTpoiika».

P; e oBbeKTa || CIERcEp | Pemaktop G-Koma | ¥npasnerne
P> Cnaiicunr c Slic3r R —
CINanuCWHI
Slic3r
HacTpodku nesamt: | PLA v
Hacpoiiku npuHTepa: | PLA w
HacTpoiiksm HATHM:
Swctpyaep 10 PLA [v]
SwcTpyasp 2 PLA
3xcTpyasp 3 FLA 4§ Hactpoitka
Skeirforge
@ Brnouus £+ Hacpoiika
Mpodune: 2§ HacTpoiika

Koraa BnepBble OTKPOKOTCA HAaCTPOMKK, MPOrpaMma MOXKeT NPesioXnTb BamM UCM0/Ib30BaTb YTUAUTY
«Configuration Wizard» ana 6bicTpoi HacTpoKku. Mbl peKomeHAyeM HaxKaTb KHOMKY «Cancel»», yTobbl
NPOAOMKNUTb HACTPOMKY B PYYHOM peEXRUME.

9 Slic3r - B
File Window Help

Print Settings | Filament Settings | Printer Settings

- default - viE Layer height @
& Layers and perimeters Layer height:

Infill First layer height:
) Speed
Skirtzand brim Vertcalishells Welcome to the Slic3r Configuration Wizard
s Support material

Sl Perimeters (minimum): * Welcome Hello, welcome to Slic3r! This wizard helps you with the initial
d 3”‘p“t °FE’“°"5 Ricaits S paii Firmware Type configuration; just a few settings and you will be ready to print.
¥ Multiple Extruders N =

Bed Size

& Advanced S2e

Generate extra perimeters . . To import an existing configuration instead, cancel this wizard
Nozzle Diameter

when needed: and use the Open Config menu item found in the File menu.
Filament Diameter

Horizontal shells Extrusion Temperature To continue, click Next.
< Bed Temperature

Version 0.9.10b - Remember to check for updates at http://slic3 L

Cancel |

TaKan pekoMeHAaLmMA CBA3aHa ¢ Tem, YTo nocpeactsom Configuration Wizard BBOgMTCA NNLLb MANyHo YacTb
HaCTPOEeK — camble OCHOBHbIE 41 NeYaTn: TUN NpuHTepa (BAMAET Ha G-Koa), pasmepbl NAatGopmbl, AMameTp
NAacTMKa, TeMnepaTtypa aKCTpyaepa, Temnepatypa ctona. OcTanbHble HAaCTPOMKM Nporpamma OCTaBuT No
YMONYaHMUI0. MMEHHO NO3TOMY ANA Ka4eCTBEHHOW neYyatn 6bICTPOI HAaCTPOMKM HeAO0CTaTOUHO.

Korga Bbl 3aKpoeTe okHo Configuration Wizard, nepeg Bamu OCTaHETCA OKHO HACTPOWMKKM chalicepa ¢
Bbl6GpaHHOM BKNagKoM «Print Settings» 1 BblgeneHHbIM NYHKTOM HacTpoliKkK «Layers and primeters».



Bknapgka «Print Settings» - «HacTpoitiku neyatn»

Layers and perimeters - Chou 1 06B0oaKK

OkHo Layers and perimeters c napameTpamm, PEKOMEHA0BaHHbIMM A1 NEePBOI NevaTu:

Eile Window Help
Print Settings | Filament Settings | Printer Settings

PLA W E (=] Layer height

=] Layers and perimeters Layer height:

7 Infill First layer height:
I5) Speed
lzll Skirt and brim Wertical shells
Lol Support material
| Motes Perimeters (minimum):
g Cutput options
I Multiple Extruders Randemize starting points:

& Advanced Generate extra perimeters when
needed:

Horizontal shells

Solid layers:

Advanced

Avoid crossing perimeters:
External perimeters first:
Spiral vase:

Version 0.9.10b - Remember to check for updates at http://slic3r.org/

BHMMaTENbHO M3y4YMTE ONMCaHME KaXKA0ro napameTpa, KOTopoe NpeacTaB/ieHo HUKe.

Obpamume sHUMAHUE, YMO 8bICOMA €10 — OOUH U3 CAMbIX B8AMCHbIX NAPAMEMPO8, 8AUAOUIUX HO KA4ecmeo
neyamu. lNpu e2o ycmaHo8Kke He0bX00UMO OpUEHMUPOBAMbCA HA 2eoMemputo neyamaemoli Mmodesnu u
8pems, 3a Komopoe MAaHUPyemca Hane4yamame 2omogoe u3desnue. Yem meHble 3HaYeHuUe napamempa
8bICOMbI C/10M, mem 0osbue udem neyams.

Layer height — BbicoTa cnoa. MoxeT BapbupoBatbea ot 0.05 go 0.25 gna conna, guametpom 0,3 mm u ot 0.05
00 0.12 ana conna anametpom 0,15 mm. MasHoe NpaBmnaO NpU BbICTABEHUM ITOFO MapaMeTPa: OH HE MOXKET
NpeBbILLaTh TONLMHY UCMOb3YeMOTro cona (¥KenaTeNbHO CTaBUTb He 6onblue % OT 3TOM TONWMUHbI);

First layer height — BbicoTa nepsoro cnos. Kak npasuao, 3agaetcs HemHoro 6osblue napameTpa Layer height
AN Nly4LIero 3aKpenaeHns MOAEV Ha CTOSE;

Perimeters (minimum) — KOAMYECTBO C/1I0EB KOHTYpPa MoAeNu (MAN KONIMYECTBO C/I0EB CTEHKU moaenun). Yem
MEHbLLE YMCN0, TEM MEHbLUE TOJILLMHA CTEHKU MOLENN, @ 3HAUUT, mogenb byaeT 6onee xpynKkas. MMHUManbHO
—1, ontTumanbHo — 3-4 WT,;

Randomize starting points — c/iyyaitHoe onpegeseHne TOYKM Hadvana nedyatv cnos. BKaouyeHne 3Toro
napameTpa No3BoaseT MMHUMMU3UPOBATb KONMYECTBO BUAMMbIX LUBOB B MOAENN;
[pakmuyeckul onsim.

Hecmomps Ha sudumyto npuesnekamesnbHOCMs UCMoA6308aHUA napamempa Randomize starting points,
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MPAKMUKGA MOKA3bisdem, 4Ymo 3mo pe3ysabmam UConb308aHUA 3M020 Napamempa MOXem npusecmu K
yXyOuWeHUro BHEWHE20 3IcMmemu4ecKo20 3ghghekma om rnosepxHocmu mooesnu. BKarYeHue amoao napamempad
umeem CMbIC/ AUWbL Mo20ad, Ko2da neyamaemcs, Harpumep, UdeasnbHbili YuauHop, Ha nosepxHocmu
KOMOopo20 HEKYyOa «CpaAmamob» MoYKU HA4Yaaa ne4amu Kamoo20 €106, d HAAUYUA MOHKO020 MPAMO20 Wead
HextenamersibHo. B 60abWUHCMEBe Cry4Yaes npu neyamu He peKoMeHOyemcsa ekarYame napamemp Randomize
starting points. B makom cay4ae npozpamma bydem cama onpeoensme, 8 KAKYo 4aCmb C/108 «CAPAMAMb»
MOYKy HaQYaAa neyamu — 8 yasbl Usau CKPpbiMble 3nemeHmel, 20€ 3mu cmolku 6y0ym He 8UOHbI.

Generate extra perimeters when needed — ne4yatb 4oNoAHUTENbHbIX 06BOAOK NPU HEOOXOANMMOCTY;

Solid layers — KonnuyecTBo cnoes c BepxHel (top) n HUKHel (bottom) 3aKkpbiBatOLWLMX NAOCKOCTEN MOAENN
(pekomeHayeTca 4 ana HMU3a U Bepxa);

MpakmuyecKkuii oneim.

Ecu Heobx00UMO 3aKpPbIMb nycmomesnyio Modess, BHympeHHee 3arnosHeHUe Komopol pasHoO Hysto (ecmeo
MosnbKo 8HeWHUE CMeHKU), Heobxodumo ycmaHosume napamemp solid layers top He meHee 4: mak, HUMu
nepeoeo €105 NPO8UCAOM, HUMU 8MOop0o20 €104 Aoxamcs bosee poeHo, mpemuli caoli neyamaemcs
nosnozum U yuemeepmoili yxce NosHOCMbIO 3aKPLIBAEM TOBEPXHOCMb MOOESU POBHLIM C/I0EM.

Avoid crossing perimeters — c/loM KOHTypa He ByayT nepecekaTbCsa APYT C APYrom; conno byaeT ob6besKaTb
nepumeTp neyataemon moaenu 6es pucka 3ageTb yKe HaneyaTaHHble clon. ITOT NapameTp MpuM3BaH
ONTUMM3NPOBATb MapPLLPYT ABUNKEHMA NeYaTaloLein roNoBKK 41a YBEIMYEHNA KauecTBa neyatu, ogHaKo npum
3TOM COKpaLLLaeTCsa CKOPOCTb NeyaTtu.

External perimeters first — cHauyana neyaTaeTcA BHELWHWUI CI0M KOHTYPA, MOTOM BHYTPEHHWUI; HaNnpUMep, ecim
KOHTYpP COCTOMT U3 TPeX CNOEB, TO, BKAOYMB STOT NapameTp, nedaTb OyaeT MATU B cneaytolem nopaake:
CHaYana BHeLWHWM, NOTOM CpeaHUN, NOTOM BHYTPEHHWNI CION.

Mpakmuyeckul onbim.

lMpakmuka rnokaselieaem, Ymo sAyvwe omkaryume napamemp external perimeters first u cHayana nesamame
8HympeHHul cnol, a nomom eHewHuUll. B HEKOmMopbix caAy4asx puck uzbbimka uau Hedocmameka e nooaye
MAGCMUKQ ASXem Ha 8HympeHHUe Ca0U, U MOAHOCMbIO HUBEAUPYemcs K Ha4asay neyamu eHeuwHe20 C/10A.

Spiral vase — mogenb neyataetcs 6e3 3a1MBKM U NOAAEPIKEK, MO KOHTYpY, 6e3 nepexogos. Moaxoant ana
CNUPanbHbIX U MYCTOTENbIX, a TaKKe TOHKOCTEHHbIX Moaeneit. Mpu BKAOUYEHUN 3TOro NapamMeTpa HEBO3MOMXKHO
HaneyaTaTb rOPM30HTa/IbHYIO MNNOCKOCTb - FOPU30HTa/bHble clon 6e3 nogaepskek 6yayT nposucaTh.

OTKpoWnTe cnepyrowmnii NyHKT BKNagKu «Print Settings» - «Infill»



Infill -3anonHeHune

YcTaHoBUTE NapameTpbl OKHa Infill B COOTBETCTBMM C yKa3aHHbIM HUKe M306parkeHnem:

File Window Help

Print Settings | Filament Settings | Printer Settings

PLA v/[=[@ nfin

@l Layers and perimeters Fill density: 1

L] infil Fill pattern: rectilinear
=) Speed

[ Skirt and brim
ml Support material
.| Motes

Top/bottorm fill pattern: rectilinear

Advanced

= Output opticns
3 Multiple Extruders
&7 Advanced Only infill where needed:

Infill every:

Solid infill every:
Fill angle:

Solid infill threshold area:

Only retract when crossing
perimeters:

Infill before perimeters:

Wersion 0.9.10b - Remember to check for updates at http://slic3r.org/

3anonHeHue (Infill) - 3To 3aA1MBKa NyCTOro NPOCTPaHCTBa BHYTPU MOAENMN.

Yem ebiwe npouyeHm 3anoaHeHUs, mem Kpernde rnosayvyaemcs mooess, HO neyamaemcs rnpu 3mom 20pa3oo
donvuwe. [na 6onbwuHcmMea obvekmos 8rosiHe nodolidem yposeHs 3anosnHeHus 20-30%.

Fill density — npoueHT 3anonHeHNA Moaenn CeTKoi:
0 — 6e3 3anonHeHus,
1-100% 3anonHeHue,;

Fill pattern — Tun 3anmneku (cetkn) mogenn. s yBeandeHMs CKOPOCTU Nevyaty Npu CoOXpaHeHUn ymepeHHowm
YKECTKOCTU A0CTaTOYHO BblbpaTh rectilinear. Ans ysBeanyeHmsa NnpoYHOCTU MOAENM MPU COKPaLLEHNM ee Beca
MOXHO BblbpaTb honeycomb (mefoBble cOTbl). B rnaBe MHCTPYKUMKM «TUMbl NOAAEPMKEK M 3aMONHEHUA» Bbl
MOXeTe YBUAETb BCE CXEMbl UCNO/b3YeMbIX 3aMONAHEHUA.

Top/bottom fill pattern — Tn ceTkn, KOTOPOI 3aKPbIBAIOTCA BEPXHUE U HUMKHME CI0U;

lpakmuyeckul onbim.

Top/bottom fill pattern o6bi4+o cmasumcs rectilinear. lNapannensHoie AuHUU YOO6HbI MEM, YMO UX NeYyams
MOXKem npoxooums HaA 8bICOKOU CKOPOCMU U OHU A0XamMcA posHo 6e3 nuwHuUx subpayuli, credosamesnsHo,
cnoli nonyyaemca 00cmamoyHO 0OHOPOOHbIM. Tem He MeHee, UH020a, YMobbi Noay4UMb Kpacueblli agpgpekm
301UBKU (Hanpumep, npu nevyamu rnaockol KpbiWKu), MOXCHO UCNoAb6308amb Kakoli-nubo opyzoli mun
30ar10/HeHUs 8epxXHe20 U HUXCHe20 C/108. B makKom cayyae MoxHo 0ocmu4s 00noaHUMenbHO20 8U3YaabH020
aghghekma HaneyamaHHbIX 20PU3OHMANbHBIX Mo8epxHocmed.

Infill every — napameTp, onpeaenaiowmin cnom, Ha KoTopbix ByaeT NponcxoamTb 3aamBeKa. K npumepy, ecam
YyCTaHOB/IEHa eANHULA, TO 3aMONAHATLCA ByAYT BCe C/I0U, eCAKM 2, TO TO/IbKO KaXablit BTOpOW cnoit. M3-3a Toro,



YTO NPMHTEP B TAKOM cy4yae ByaeT NponycKkaTb B 3aNo/IHEHUW CNOK, Moaens ByaeT neyataTtbea 6onee rpy6o u
MeHee }KeCTKo.

Only infill where needed — 3anonHeHne Ha ycMOTpeHME NPOrpPamMmmMbl TONbKO TaMm, FAe HYKHO; B HEKOTOPbIX
mecTax obbem YacTei nevyataemoro n3gennsa HebonbLLOW, B TaKMX Caydan nporpamma byaeT cumTaTb, YTO
HeobxoaMMOCTM 3aMOHATb TAKON 0O BEM HET.

[MpakmuyecKkuil oneim.

BHympu modenu ecme 0ge napaninesnsHsie CMeHKU Ha paccmosaHuu 1 mm dpyz2 om dpyza. Yawe scezo 8
MaKom csy4ae NocmpoeHue 3anosnHeHuUs 8 makom obveme bydem auwHUM. [Tpu 8KAOYEeHHOM napamempe
Only infill where needed 8 smom npocmpaHcmee 3anosnHeHUe ne4yamamocs He bydem, a mam, 20e nycmomel
8HymMpu moodesnu o obvemy 3amemHo 6osbule, neyams 3aMoMHEHUS NMPOGOAHUMCA 8 HOPMANbHOM PEXUME.

Solid infill every —3anunBKa cnnoLWwHOro cnos BHyTPM 3aMNo/IHEHUA Yepes yKa3aHHOE KO/IMYeCcTBO C/I0EB;
Mpakmuyeckuli onsim.

118 ynpo4yHeHUs mooesu npu 4yacmu4yHOM 3anoaHeHuuU ucnons3yiime napamemp Solid infill every. Tak,
Hanpumep, ecau smom paseH 20, mo kKax0bili 20 caoli cemKa 3anonHeHua bydem MeHAMbCA HA CrAOWHYIO
301U8KY.

Fill angle — yron neyat ceTkn 3aN0O/IHEHNA NO CPABHEHUIO C BEPTUKaNbHOM OCblo. TaK, Hanpumep, ecam aToT
napameTp PaBeH HY/O, TO CTEHKM 3aM0AHEHUA ByAyT PacTM BEPTUKANIbHO NEPNeHANKYAAPHO NOBEPXHOCTH
nnatdopmbl. AnA ynpoyHEHUA MOAEAN YION 3aN0JIHEHUA PEKOMEHAYETCA YCTAaHOBUTb OKO10 45°,

Solid infill threshold area — 3anosnHeHue nowWwaan, MmeHblLe yKa3aHHOM, byaeT Nponu3BoAMTbLCA
CTONPOLLEHTHOM 3annBKol. Hanpumep, ana HebonblwmMx NyCTOT CTPOUTL «MeaoBble coTbl» (honeycomb) HeTt
CMbIC/1a — OHUM MONYYATCA CIULWKOM MESIKUE U He A3aAyT SO/MKHOM NMPOYHOCTH;

Only retract when crossing perimeters — peTpakuua’ TobKo TOraa, Koraa UAeT 06Xoa nepumeTpa; npu
BK/IIOYEHHOM NMapameTpe NPOLLECC PETPaKLLMKN BKIOYAETCS, KOTAa COMJIO BbIXOAMUT 33 BHELWHMWIA KOHTYP
Mpakmuyeckuii onsim.

BknrouerHoll napamemp Only retract when crossing perimeters 2osopum o mom, umo eHympu mooenu Ha
MUKPOHQI/bIBbI MAACMUKA HA CMEeHKU 3aroaHeHUs MOOesnU MOXHO He 0bpau,ame sHUMAHUA. Hanpumep, mol
neyamaem Hernpocmyro Mooesb, BHympu Komopoli moxce ecms repexodbl, Mexoy KOmopbIMU MAKH#e Mo2ym
uomu KomMaHObI Ha pempaxkyuro, Komopslie Mo2ym 3aMemHo 3ameds19Mmb cKkopocmoe rneyamu. CaiedosamersibHO,
BK/IIOYEHUE 3MO020 Napamempa ygenu4yugaem CKOPOCMb NeYamu CA0HHbIX moodenell.

Infill before perimeters — cHauana neyataeTcs 3ano/IHEHUE, NOC/E Yero c/1iom nepumeTpa. MNapamertp urpaet
pO/ib, KOTAa CTEHKM MOAENM MeYaTatoTcs B O4MH C/10M. B TaKOom c/lyyae 3TOT napameTp /iyyLle BKAUNTb, YTODbI
CHaYana nevyaTtasnocb BHyTPEHHEE 3aMno/IHEHME MOAENM, @ MOTOM €€ KOHTYp.

Cnepyrowuii nyHKT Speed — CKopocTb

! Petpakuys B 3D-neyaTi — NPOLLECC ABUKEHNA NIACTUKOBOI HATU B CTOPOHY, 0BPATHYIO CTOPOHE NoAaum.
Mpumep UCNONb30BAHWUA PETPAKLMK: B ABYX PA3HbIX YACTAX NAATGOPMbI OAHOBPEMEHHO NeYaTaloTcs ABa 06bEKTa.
HapalimsaHue ypoBHei nevataemblx 06bEKTOB MPOUCXOAMT Cneaytolmm obpa3om: CHavana 3anoNHAETCA CN0M NepBoro
06beKTa, NOTOM 3aMNoAHAETCA CNOW BTOPOro o6bekTa. Koraa neyaTatoLan roqoBKa no 3aBepLleHnn neyaTu cnos nepsoro
06beKTa nepemeLaeTcs K MecTy neyaTv BTOPOro 06beKTa, U3 Conna 3a BpemMs ABUKEHUA BbITEKAET Kanasa maTtepuana nog,
Aenctenmem Temnepatypsl. s Toro, YTobbl 3Ta Kanas He OCTaBwU/Ia ce Ha MOBEPXHOCTM BTOPOTO NeyaTaeMoro obbekTa,
NPOrpamMmma AaeT KOMaHAY BTAHYTb MNIACTUKOBYO HUTb 0BPATHO B SKCTPYAEP HA YCTAHOBNEHHYIO A/IMHY, @ NpU
NPOAONKEHUN MeYaTh BTOPOro 06bekTa BHOBb NOAATb BTAHYTbIN M1ACTUK B COMO.
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PekomeHA0BaHHbIe NapameTpbl NyHKTa Speed.

File Window Help

Print Settings | Filament Settings | Printer Settings

PLA A==

@ Layers and perimeters
7 Infill

50--d
[ Skirt and brim
ol Support material

.| Motes
& Output opticns

Speed for print moves

Perimeters:

Small perimeters:
External perimeters:
Infill:

Solid infill:

Top solid infill:

mmy’s
mm,s or %
mm,s or %
mmy’s
mm/’s or %

mm/s or %

" Multiple Extruders
j:’ Advanced

Support material: mm,’s
Bridges: mm,’s

Gap fill: mm,’s

Speed for non-print moves

Travel:

Modifiers

First layer speed: mm,’s or %

Acceleration control (advanced)

Perimeters:
Infill:
Bridge:
Default:

Wersion 0.9.10b - Rermember to check for updates at http://slic3r.org/

Obpamume sHUMaHue! MN3n1uwWiHe 8bICOKAsA CKOPOCMb MOMX(EM 3aMeMHO CHU3UMb Ka4ecmao ne4yamdu,
ocobeHHo npu ne4amu ABS-naacmukxom.

Perimeters — CKOPOCTb NEYATN BHELUHUX CI0EB UM KOHTYpa. OCHOBHOW NapameTp CKOPOCTU, BAUAIOLLNIA Ha
KayecTBO NOsy4aemoro rotosoro nsgenuna. Makcumym — 130-150; ontumanbHo — 40-60.

Small perimeters — ckopocTb neyaT BHYTPEHHEro €105 KOHTYPa;
External perimeters — cKOpoCTb NeYaTn HapyKHOro CNOA KOHTYPA;
Infill — ckopocTb NeyaTn 3aNONHEHUS;

lMpakmuyeckul onbim.

CKopocmu, Komopble 8 MPO2PAMME YKA3AHbI 8 MPOYEeHMax, CHUMaromcsa om cKopocmu rne4amu nepumempa
(Perimeters). Ecau ecmb He0b6X00UMOCMb MAKCUMA/IbHO Y8EAU4UMb CKOPOCMb feyamu, pu 3mom HECUMbHO
rnomepsame 8 Ka4ecmee, mo MOMCHO ygenu4ums ckopocme infill u ckopocmes small perimeters, a ckopocme
external perimeter ymeHbWwumeo.

Solid infill — ckopocTb neyaTv ropusoHTaNbHbIX NAOCKOCTEN (3a/1MBKA KPbILLIKW, OCHOBaHMUA);
Top solid infill — ckopocTb neyaTn BepxHel 3aKpbIBaOLLEN KPbILIKU;

Support material — CKOPOCTb NeyaTn nogaepKek. IToT NapamMeTpP HY)KHO BbICTaBUTb YyTb HUKE OCHOBHOW
CKOpPOCTU, eCnin OCHOBHaA CKOPOCTb 6onee 60, Tak Kak camu no cebe nognep*xKn 40BOJIbHO XPYNKKUe n ecnun
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neyaTtaTb UX BbICTPO, TO OHU HE CMOTYT 06ecneynTb HOPMasibHOM YCTOMUYMBOCTU NOAAEPIKNBAEMbIM
aNleMeHTam;

Bridges — ckopocTb neyaT mocToB. MocTpoeHne MocTa — NPOLLECC HAaTATMBAHUA HATU NAAcTUKa Ha
onpeaeneHHy ANCTaHLMIO MeXAyY ABYMA TOYKamMM Ha OAHOM C0e; ANA NPOTAXKKM MOCTOB, KaK Npasunio,
06bI4YHO MCMONb3YETCA YBEMYEHHAnA CKOPOCTb NO CPABHEHMIO CO CKOPOCTbIO NMeYyaTi NepmMmeTpa, Ho He
C/IMLLIKOM BbICOKast. 9TO He0bXoAMMO A/1A TOro, YTo6bl, C OAHOMN CTOPOHbI, MAACTMK YCMeBaa HaTAHYTbCA MeXay
[ABYX TOYEK M He yCreBas NPOBUCHYTb, C APYroi — YTobbl HUTb HE NPepBanach M3-3a CAULLKOM YBEINYEHHOM
CKOPOCTU €€ NPOTAXKKM.

Gap fill — ckopocTb 3anonHeHUs npobenoB. ITo CKOPOCTb NeYaTH 3anoaHeHUs yyacTkos co 100% 3a1MBKOW,
naowanb KOTOpbIX MeHbLUE YKasaHHoro 3HaveHus (Solid infill threshold area);

Travel - CKOPOCTb nNepemeLeHnA neanarou.l,eVl ronoBKu nNpu nepexoge ¢ 04HOro cnoA Ha AperVl; B 3TOT
MOMEHT annapaTt He NeYyaTaeT,
Mpakmuyeckuii onsim.

Ckopocms nepemeujeHus Travel Speed donxHa 6bimb 00CMamMOoYHO 8bICOKOU, MAK KAK Yem bbicmpee
20/108Ka repemeuiaemcs om 00HO20 y4acmKa K 0py20My, mem MeHblue 3a8ucumocmu om pempakyuu. lpu
docmamovyHoli ckopocmu Travel Speed uHo20a moxcHo cogcem obolimuce be3 pempaKyuu, Mo3Momy 3mom
napamemp ycmaHasausaem rnpubaureHHoIM K MAOKCUMO/1bHO B03MOXHOMY 3HQYEHUIO, KOmopoe mexHUYecKu
rnosgosnsem docmuye rnpuHmep. Ana PrintBox3D One pexkomeHOyemcs om 100 do 150.

First layer speed — ckopocTb neyatv nepsoro cnos. Kak npaBuno, 4aa Ayyliero NpuanNnNaHua Mogenu K ctony
334,aeTcA MeHblue ocTanbHbiXx Ha 30-50%.

Cnenytowmii nyHKT Skirt and brim - KO6Ka u Kpas

KO6Koi (skirt) HasbiBaeTcA OKaHTOBKA BOKpYr mogenn. C NoMoLLbIo NeyaTaeMon OKaHTOBKM Bbl Cpasy BUAUTE
rpaHuLbl Ne4YaTaeMon moaenu.
Mpakmuyeckul onbim.

Mpu neyamu modenu 8bl MOXeme UCMoa6308ame 06Ky (skirt), ymobsi 8u3yasibHO MPOBePAMb MPABUILHOCMb
KaaubposKu cmona, He 80X UOaACs 3aMoaHeHUs nepeozo ca108 Modenu. Ecau caou obKku pagHomMepHO
pacnpedensaomcs no naamgopme, 3Ha4um, nNaamgopma omkaaubposaHa NpasusasbHo. Ecau caou bku
30r10/HAIOMCA HEPABHOMEPHO, 8bl MOX(EMe 0OCMAHO8UMb MeYams U 1posepums Kasaubposky cmona.

Kpaem (brim) HasbiBaeTcs pacwmpeHHas 061acTb NepBbix C/10€B 06BbEKTa, YBEANUMBAIOLLAA NIOWALb
KOHTaKTa U3aenusa c NOBEePXHOCTbIO NAaTGopMmbl.



PekomeHA0BaHHble HAaCTPOMKKN NyHKTa Skirt and brim

File Window Help

Print Settings | Filament Settings | Printer Settings

|p|_,|!|_ V| Skirt

@l Layers and perimeters Loops:
% Infill Distance from ohject:
O Speed Skirt height:

ml Support material
.| MNotes

& Output options Brim
“]? Multiple Extruders
J}’ Advanced

Minirmum extrusion length:

Brim width:

Wersion 0.9.10b - Remember to check for updates at http://slic3r.org/

Loops — KONMUYECTBO OKAHTOBOK (NeTesib) BOKPYr Mofeseil. MeyaTb OKaHTOBOK MO3BONAET YBUAETb, HACKO/bKO
XopoLlo y Bac oTKanMbpoBaH CTO/ B MecTe pasMelleHUs nevataemoro o6bekTa 1, ecin Heobxoanmo,
NOAKOPPEKTUPOBATb NONOMKEHNE CTONA C MOMOLLBIO KaIMBPOBOYHbIX BUHTOB.

Distance from object — paccTtosiHMe OT OKAaHTOBKK 40 0OBEKTA;
Skirt height — KonnyecTBO NeyaTaembix CN0EB OKAHTOBKY;

Minimum extrusion length — MMHMManbHOE KOANYECTBO NAACTUKa B MUAIMMETPaAX, KoTopoe byaeT noTpayeHo
Ha neyvaTb H6KY;

Brim width — wuprHa HUXKHUX cnoes mogenun. ObpaTUTe BHUMAHME, YTO 3TOT NapameTp AOIKEH OblTb MeHbLUe
Distance from object. NapameTp Brim width npefHa3HavyeH A1a YBEANYEHWNA NATHA KOHTAKTa. YBenmyeHue
3TOro NapameTpa O4eHb BaXKHO AJ/19 MOAeNel C MasieHbKOM NoWaabio KOHTaKTa ¢ naatdopmoi u ocobeHHo
Ba*KHO npu neyatn ABS-nnactukom.



Mepexoamm K HacTpolike NyHKTa Support material —MoaaepKKu

File Window Help
Print Settings | Filament Settings | Printer Settings

PLA W E (=] Support material

@l Layers and perimeters Generate support material:

% Infill Overhang threshold:
I=) Speed

(&5 Skirt and brim
_nl Support material

Enforce support for the first:

.| Motes Raft

= Output options Raft layers:
" Multiple Extruders

\-/Jb Advanced Options for support material and raft

Pattern: rectilinear
Pattern spacing: 1

Pattern angle: 0
Interface layers:

Interface pattern spacing:

Wersion 0.9.10b - Remember to check for updates at http://slic3r.org/

MoaaepKKM — 3TO NeYaTaemble NAaCTUKOBbIE KOHCTPYKLMU, M3HAYa/IbHO He ABAAOWMECH YacTblo camoit 3D-
MOZE/N U CAYKALUUe B KaYeCTBe BCOMOTraTe/IbHOM CTPYKTYPbl, MOAAEPKMBAIOLLEN BbICTYNAOLWME U
CBUCAlOLLIME 31eMEHTbI NeyaTaemomn Gurypol.

Obpamume sHumaHue! HaneyamaHHbie N000epH KU y 20moso2o u3desnus Heobxo0UMO AKKYPAMHO
omdenumbe om camoli modenu. lMopoli amo npedcmassasem mMpyoHOCMU 8 CUY HECMKOCMU UCM0b3yeMbiX
mamepuanos. UMeHHO Noamomy Ml peKoMeHOYyemM pacnonazamse guaypy Ha neyamu maxkum obpasom,
Ymobbl COKPAMUMBb Kou4ecmeo Heobxo0umbix nodoeprHeK 00 MUHUMAbHO 803MOXHO20. 06 usmeHeHUU
rosoxeHUs moodenu fpu neyamu 2080pumcs 8 2siase «Hauvano neyamu».

OmoeneHue om modesnu nodoepxcek npu neyamu PLA-naacmuxkom Yacmo Aensemcs 6onee mpyooemKum
MpPOYECCOM MO CPABHEHUIO C yOaaeHUeM noddepxeK npu neyamu ABS-naacmukom.

Generate support material — neyatatb nan He neyaTaTb noaaepxKu. Bkntouaiite 3Ty OoNuuio TONIbKO AnAa
MOLI,eJ'Iei;I C CU1bHO BbICTYNAOWMMU U BUCALWLMMU B BO3a4yXe 3/1eMeHTaMMU,

Overhang threshold — nopor cBeca. YcTaHaBAMBaeTcs yron cBeca Mogenu, Npu nNpeBbIleHnM KoToporo byayT
MCMNONb30BaThCA NOAAEPHKKN; YroN 3a43aeTCs OTHOCUMTENbHO BEPTUKANbHOM OCH.

Enforce support for the first — neuatb Nnoaaep»Kek BHe 3aBMCUMOCTM OT NOPOra cBeca U BKAoUYeHna Generate
support material. MoaaepxKu byayT nevataTbca Ha YKa3aHHOM KO/IMYECTBE C/0EB, HauMHanA C AHA MOAENU;

Raft Iayers —ne4yaTtb NaoTa. [1N0T — Te e NoAAEePHKKN, TOIbKO MCNONb3YIOTCA OHU, HAYMHAA C NepPBOro Ca0A

moaenu; Yyaile BCero nNocTtpoeHme nNaoTa NpUMeHAETCA ANA NogbeMa MOAENN Ha onpeaeneHHYH BbICOTY, a

TaKXXe ANA 3aKpenaeHnAa nNaacTtuka Ha CTosie B C/iydae, eC/in y CToJ1a eCTb KaKne-To mexaHn4yeckume ,Cl,eq)eKTbl;
YKa3blBaeTCA KONNYeCTBO C/I0EB,

Pattern — waba10H, N0 KOTOpOMY ByAEeT NPOMCXOANTL NeYaTb NOALEPKEK M NoTa: rectilinear — npamble TMHUNK;
rectilinear grid — ceTKa U3 NPAMbIX TMHUI; honeycomb — CTPYKTYpa U3 AYEEK B BUAE MefO0BbIX COT; CXEMbl
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wabnoHoB neyaTn noaaepeK Bbl MOXeTe yBUAETb B pasgene npunoxkeHma 1 « Tunbl nogaeprek n
3ano/IHEHUAN.

Pattern spacing — paccToaH1e MmexXAay IMHUAMW NOAAEPKKM U NA0Ta B MUANUMETPAX;
Pattern angle — yron neyaTv nogaep:KeKk 1 NaoTos.;

Interface layers — KoM4YeCTBO NPONYLLEHHBIX C/I0EB MEXKAY OOBLEKTOM Y MaTeEPUAZIOM NOALEPHKKY;
YBenuueHue 3T0ro napameTpa UCnosib3yeTcs 410 YNPOLWEHNA OTAENEHMA NOAAEPKEK OT Mogenn. M3nuwHe
BbICOKOE 3HaYeHMe 3TOro NapameTpa MOXKET NPUBECTU K AedopMaumm nevyataembix C UCNOIb30BAHMEM
NOAAEPKEK NEMEHTOB.

Hactpolika nyHKTa Advanced — MpoaBuHYTbie HacCTPOKK

>

File Window Help
Print Settings | Filament Settings | Printer Settings
PLA v E (=] Extrusion width

@l Layers and perimeters Default extrusion width: mm or % (leave 0 for auto)
% Infill First layer: mm or % (leave O for default)
(5) Speed

[ Skirt and brim
ml Support material
.| Motes Solid infill: mm or % (leave O for default)

2 Output options Tep sclid infill: mm or % (leave 0 for default)
" Multiple Extruders

Support material: mm or % (leave 0 for default)
Pl vonced

Perimeters: mm or % (leave 0 for default)

Infill: mm or % (leave 0 for default)

Flow

Bridge flow ratio:

Other

Threads: = (more speed but more memory usage)

Resolution: mm

Version 0.9.10b - Remember to check for updates at http://slic3r.org/

MapameTpbl Advanced MCMOAb3YIOTCA ONbITHBIMK MO/b30BaTEAAMM A7 HACTPOMKN COOTHOLIEHWNIA CUAbI
3KCTPY3um (06bema NogaBaemoro nAacTMKka) Npu neyaTu onpeaeneHHbIX Yacten Moaenu.

Default extrusion width — KonnyecTso BbigaBAMBaEMOro NAACTMKA B MUAAMMETPaX. Ecan ycTaHOBAEHO
HyNeBoe 3HayeHue, To cnalcep aBTOMaTUYECKU HacTPanBaeT 3TOT MapameTp B 3aBUCUMOCTU OT MOAENN;

First layer - KonnuecTBo BblAABANMBAEMOTrO NAACTMKA AN NEPBOro C/10A B MUAAMMETpaXx. Kak npasuno,
cTaBuTcA 6o/bliee 3HavyeHUe, Yyem napametp Default extrusion width, 4yTobbl Moge b ydlle npuannana K
cTony;

Perimeters - KOIMYECTBO NOAABAEMOTO NNAACTMKa 414 BHELLIHMX CnoeB moaenm (06BoaKn, nepumeTpa);
Infill - KoAnyecTBo NogaBaemMoro nNaacTMka 418 3anoAHEeHUA MOAeNu;

Solid Infill - KonnMuecTBo NogaBaemoro NaacTUKa AN 3aKPbIBAHUA BEPXHUX U HUMKHUX TOPU3OHTAbHbIX
noBepxHocTein (onuMoHanbHo);
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Top solid infill - KonnuecTBo NnogaBaemoro NNacTMka AN 3aKPbiBaHMA BEPXHUX FOPU3OHTA/IbHbIX
noBepXHOCTEN.
[pakmuyecKkuil onsim.

Mapamemp Top solid infill moxcHo 3a0amb yyme meHowe 100%, ko2da 86l xomume 0obumeocs bosiee 21a0KuUX
20pU30HManbHbLIX NosepxHocmeli modenu. CeazaH makxol aghghekm ¢ mem, ymo Koada npuHmep nodaem
MeHblWe NMAACMUKa Ha rne4ams, AUHUSA, Komopoli neyamaem nAacMuK, CMaHo8UMCA MOHbWeE, Ymo
noseosAaem nosepxHocmu, cocmosuweli U3 maxkux auHull, 6bime 6osee 2AadKol.

Support material - K0o/M4YeCTBO BblAABAMBAEMOrO NAACTMKA NPU NevaTn nogaepxek. Ecam 3HaueHme atoro
napameTpa 3a4aBaTb 60/blle, YeM 3HAaYEHNE OCHOBHOTO NapameTpa nevyaT NnepumeTpa, To NoALEPKKN byayT
NMPOYHEE U CMOTYT /IyULLE YAEPKMBATb COMXKHbIE NOABELIEHHbIE 3/1EMEHTbI, HO B TAKOM CNy4Yae oTaeneHne
noafepXeK oT MOLENM BbI30BET AOMNO/HUTENbHbIE TPYAHOCTU. ECnv 3apaTe napameTp Support material
npumepHo 90%, To oTAeNeHNE NOAAEPIKEK YNPOCTUTCA, B CUTY MEHEE NAOTHOTO MaTepuana NoALEeP KM No
CPABHEHMIO C NIOTHOCTBLIO CAMOM Mogeni.

Bridge flow ratio— cooTHoLIEHMe NOTOKOB NPW NOCTPOEHMM MOCTOB. ITOT NapameTp BAMSAET 3a4aeT
KOJIMYeCTBO M/IaCTMKa, 3aTPaYMBatOLWErocs Ha MOCTPOEHNe MOCTOB. B 60/bLUIMHCTBE CyYaeB HAacTPOEK No
ymonuaHuio (1) LocTaTouHO, TeM He MeHee, NPU NeYaTM HEKOTOPbIX MOAENEN YMEHbLUEHWE NapaMeTpa MOXKET
COKPaTUTb NPOBMCaHWE NIACTMKA NPU NOCTPOEHMM MOCTOB. ECiM Npu NoCcTpoeHMM MOCTOB NpoTArMBaemas
HWUTb pBeTCA, NapameTp Bridge flow ratio Hy>KHO yBennuuTb (Hanpumep, Ao 1,1). Npu UcNonb30BaHWK 3TOTO
napameTpa He 3abbIBaiTe, YTO Pery/MpPoBaTh KAYeCTBO HATAXKKM MOCTOB MOXKHO M Npu nomolum o6ayBa
mMmoaenm.

Threads — Tembl. Mcnonb3yrotca ana pacnapannenmsaHua AamTesibHblX 3a4a4. Yem 6onblue napamMmeTp, Tem
6onble CKOPOCTb BbIMNO/IHEHNA 3a4a4, HO U 6onble MUCNOJ1b3yeTcA OI'IepaTMBHOﬁ NamaTu,;

Resolution — pa3spelweHue.

HaxKmnTe MKOHKY « COXpaHWUTb», YTOObI COXPaHUTL HAaCTPOMKK BKNaAKu Print Settings:

PLA v[Ele

Obpamume sHUMaHue! CoxpaHame HaCMPOUKU Hy#HO HA KaxOdoli eknadke!
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Bknapgka «Filament Settings» «HacTpoiiku naacTMKOBOro BOJIOKHa»

MyHkT Filament — MnaacTMkoBas HUTDL

PekomeHao0BaHHble HAaCTPOMKM NyHKTa Filament.

Eile Window Help
Print Settings | Filament Settings | Printer Settings

PLA v E (=] Filament
@m Diameter:

j Cooling Extrusion multiplier:

Temperature ("C)

Extruder First layer; 230 Other layers: 215
Bed: First layer:; 80 Other layers) 73

Version 0.9.10b - Remember to check for updates at http://slic3r.org/

MomHume! 3D npuHmep PrintBox3D One moxcem pabomame mosbKO € NaAacmuKkoeoli Humeto moawuHol 1.75
MM monwuHod. Meped neyameto sce20a nposepalime coomseemcmeue memMnepamypHbIX PEXUMOS conaa u
3KCmpydepa c Murnom 3a2pyHeHHo20 NaAACmuKa.

Diameter — guameTp NAaCTUKOBON HUTU B MUIUMETPAX;

Extrusion multiplier — Koa¢dumuUMeEHT KoMYecTBa NoAaBaeMOro NaacTMKa No CPAaBHEHMIO C OCHOBHbIM
3HayeHueMm;

Mpakmuyeckuli onsim.

Yemaroska koaghgpuyueHma nodavu naacmuxka om 0,93 0o 0,95 0ns PLA obecneyusarom b6osee 8biCOKoe

Kayecmeo neyamu modesnu U COKpawaom 3ampamel naacmuka. lpu neyamu , Hanpumep, HelinoHOM, MOXCHO
yCmMaHo8UMb Ko3ghguuueHm Kosauvecmaea nodasaemoeo naacmuxa 6osnee eOuHUUbI.

Extruder — Temnepatypa 3KcTpyaepa ans nepsoro cnos (First Layer) v nocnenytowmx cnoes (Other Layers);
pekomMeHaaumMn Ana AByx BUAOB NaacTukoBs: PLA - 230-215 °C, ABS - 270-270 °C);

Bed —TemnepaTtypa ctona ansa nepsoro cnos (First Layer) v nocneaytowmx cnoes (Other Layers);
yCTaHaBAMBAETCA B 3aBUCMMOCTM OT TMMa naactuka: PLA - 75-70 °C, ABS - 115-110 °C);
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MyHKT Cooling — OxnaxkpeHue

PekomeHA0BaHHble NapameTpbl NyHKTa Cooling.

File Window Help
Print Settings | Filament Settings | Printer Settings

PLA v E (=] Enable

@’ Filarment Keep fan always on: O
Enable auto cooling:

j Cooling

If estimated layer time is below ~10s, fan will run at 100% and print speed
will be reduced so that ne less than 10s are spent on that layer (however,
speed will never be reduced below Tmm/s).

If estimated layer time is greater, but still below ~100s, fan will run at a
proportionally decreasing speed between 90% and 30%.

During the other layers, fan will be turned off.

Fan settings

Fan speed:
Bridges fan speed:
Disable fan for the first:

Cooling threshelds

Enable fan if layer print time is below: approximate seconds
Slow down if layer print time is below: approximate seconds

Min print speed: = mm/s

Wersion 0.9.10b - Remember to check for updates at http://slic3r.org/

Obpamume sHumaHue! [lns ABS nanacmuka oxnaxoeHue Uucronb308ams He peKomeHoyemcs.

Keep fan always on — BeHTUAATOp BK/OYEH BCeraa;

Enable auto cooling — BeHTUAATOpP BK/ItOYAETCA aBTOMATUYECKM (MPU MCNONb30BaHUM ANA MeYaTu NaacTuKa
PLA napameTp HY}KHO BK/OUYUTb, NP UCNOb30BaHUU ABS — BbIK/IOUNTD);

Fan speed — ckopocTb 064yBa MUHUMaNbHasa (Min) n makcumanbHasa (Max);
Bridges fan speed — ckopocTtb 064yBa Npu NeyaTm MOCTOB B MPOLEHTAX OT MOLLHOCTY;
Disable fan for the first layers — oTkntoueHMe 064yBa 414 YKa3aHHOTO KOIMYECTBA C0EB, HAYMHAA C NEepPBOro;

Enable fan in layer print time is below — BkatoueHne 064yBa, ecn neyaTb CNOSA 3aHUMAET 60O/bLUE YKAa3aHHOTO
KONMYecTBa CEKYHA;

Slow down if layer print time is below — 3ameannTb neyatb, ecnv Bpems neyaTn coa MeHbLUEe YKa3aHHOro
KO/MYecTBa CEKYHA,;

Min print speed —cKopoCTb NeyaT Npu BKAOYEHUM 3ameasieHna cornacHo napametpy Slow down if layer print
time is below B MMNAMMETPAX B CEKYHAY;

HarKmnTe MKOHKY « COXpaHWUTb», YToBbl COXPaHUTb HAaCTPOIKK BKNaaKu Filament Settings:

PLA v@

Obpamume sHUMaHue! CoxpaHames HaCMPOUKU Hy#HO Ha KaxOoli eknadke!
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Bknagka «Printer Settings» - «<HacTpoitiku npuHTepa»
MyHKT General — O6wue

OKHoO ¢ peKkomeHa0BaHHbIMUA HaCTpOﬁKaMM NYHKTa General.

File Window Help
Print Settings | Filament Settings | Printer Settings

PLA W E (=] Size and coordinates

E] Bed size: x 185 |y 160

2 Custom G-code Print center: w 83 yy 100
“J Extruder 1

Z offset: 0

Firmware

G-code flaver: RepRap (Marlin/Sprinter/Repetier)
Use relative E distances: O

Capabilities

Extruders:

Advanced

Vibration limit:

Wersion 0.9.10b - Remember to check for updates at http://slic3r.org/

3mu HacmpolKu ycmaHaenusaromcsa o0uH pas. BHe 3agucumocmu om napamempos mMmoodesnu U 86l6paHHO20
mamepuana 019 neyamu U3MeHAmMb napamempsi He nompebyemcs.

Bed size — pasamep niatdopmMbl B MUATUMETPAX;
Print center — ueHTpanbHaA ToUKa NAaTGoOpPMbl;

Z offset — cmeweHme niaTdopmbl NO BEPTUKANBHOM OcK Z Npu owmnbKax paboTbl KOHLEBOTO AaT4MKa. B paboTe
€ PrintBox3D One 3TOT napameTp He UCNOo/b3yeTcA.

G-code flavor —tun 3D npuHTepa ans reHepauumn G-Koga. B 3aBUCMMOCTM OT TMNA NPUHTEPA MEHAETCA
AManasoH Temneparyp, X KOHTPONb U Apyr1e napameTpbl.

Use relative E distances — ABuXeHMe 3KCTPyaepa Mo OTHOLLEHMIO K NpeablayLieli no3mumm He B abCcontoTHOM
BbIPaXeHUU, a B OTHOCUTE/IbHOM;

Extruders — KONMYECTBO 3KCTPYAEPOB;

Vibration limit — aumuT no BMbpauunm B repuax;
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MyHKT Extruder 1 - dkcTpyaep 1

File Window Help
Print Settings | Filament Settings | Printer Settings

PLA v E (=] Size

(=) General Mozzle diameter:

2 Custom G-code
W Position (for multi-extruder printers)

Extruder offset:

Retracticn

Length: . mm (zero to dizable)

Lift Z: mm

Speed: = mm/s

Extra length on restart: mm
Minirum travel after retraction: mm
Retract on layer change:

Wipe before retract:

Retraction when tool is disabled (advanced settings for multi-extruder setups)

Length: mm (zero to disable)

Extra length on restart: mm

Wersion 0.9.10b - Remember to check for updates at http://slic3r.org/

Obpamume sHumaHrue! Mpu cmeHe conaa Heobxo0UMo CMeHUMb 3Ha4YyeHue e2o duamempa 8 Hacmpolike
"Nozzle diameter".

Nozzle diameter — guameTp conna, mm;

Extruder offset — cmellieHMe aKcTpyaepa No ocam X 1 Y (akTyanbHO TO/IbKO A5 MPUHTEPOB C HECKO/IbKMMMU
aKCTPYyAEpamm);

Length — AnMHa NNACTUKOBOW HUTK NPU PEeTPaKLMK B MUAAMMETPaX (peTpakuus B 3d npuHTEpe — npouecc
ABUXKEHUA NIaCTUKOBOW HUTU B CTOPOHY, 06PaTHYHO CTOPOHE nogaqu);

Lift Z — npunogHMMaHKWe conna Ha 3a4aHHOE PACcCTOAHME NPU NMEPEXOAE NeYaTh OT CI0S K CNOK B
MUNNNMETPAX,

Speed — cKopoCTb peTpakuum;
Extra length on restart — gononHUTeNbHas gAMHA PeTPaKLMK NPKU Nepes3anycKke nevyaTu;

Minimum travel after retraction — petpakumsa He 6yaeT cpabaTbiBaTb, €C/IM PACCTOAHME MEXKAY TOUYKaMM
neyaTm MeHblUe 3a43aHHOMO B 3TOM NapameTpe;
Mpakmuyeckuli onsim.

Ecnu napamemp Minimum travel after retraction umeem 3HayeHue 2 MM, Mo npu neyamu 08yx bauweH,
Komopble omcmosam Opyz om Opyaa Ha 1 mm, 80 spems nepexoda om o0HO20 0b6vekma neyamu K Opy2omy
pempakxuyuu He 6ydem. Ecau 6awHU pacnosnoxeHsbl Ha paccmosHuU 08yx U bosnee munnumempos opyz om
opyaa, pyHKyus pempaxkyuu 6yoem 3adelicmeosaHa.
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Retraction layer change — BK/1louMTb peTpakLUMio Npu Nepexoae neyaTu OT C10A Ha CoW;
Mpakmuyeckul onbim.

Bknawoyume asmom napamemp mozda, ecsau eKkodeH napamemp Randomize starting points eo exnadke Layers
and perimeter 0514 UCK/IOYEHUSA 803MOXHOCMU M0AB/EHUS MUKPOHAM/AbIBOS NAACMUKA HA N08epXHOCMU
neyamaemo2o 06bEKMa 80 8PEMA CMEHbI /1088 U 8bI60paA cAYYaliHOU MOYKU HA4and Neyamu cnos.
YcmaHo8Ka 3mo2o napamempd CHUXaem cKkopocme nevyamu.

Length — onuHa;
Extra length on restart — gononHuTenbHas AanHa Npu Nepesanycke.

Haxkmute nkoHKy «CoxpaHUTb», 4ToObl COXPaHUTb HAaCTPOMKN BKNAAKM Printer Settings:

PLA Y[Ele

O6pamume sHumMaHue! CoxpaHame HaCMpoUKu Hy#HO Ha Kaxdoli exkaadke!
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Tunbl noaaepKeK 1 3anoHeHuA

B aTOlM rnaBe NoKasaHbl CXeMbI, KaK 6yp,eT BbIrNAAETb NogaepKa UK 3anNo/IHEHNE KaXKd0ro Tina 1 pa3H0171
NNOTHOCTU.

Tunbl nogaepKek

Moaaep»kKu 6biBatOT Tpex BUAOB: Rectilinear, Rectilinear Grid, Honeycomb. Huxke npeacrasneHbl popmbl
NoAAeprKekK.

| —
Moaaep»ku Rectilinear

=

| =

MNoanepku Rectilinear Grid
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MNoaaep:xka Honeycomb

Tunbl 3anosnHeHUA

Tunos 3anonHeHnA 6OI'IbLIJe, 4Yem TUNoB Noaneprek. BAO6aBOK OHU MOTYT OTINY4aTbCA MO NJIOTHOCTU B
3aBUCMMOCTHU OT 3a4aHHOTIO NPOLEeHTa 3aNO/IHEHNA B HaCTpOﬁKaX cna|7|cepa.

N

3anonHeHue Line (nuHeliHoe)

3anonHeHwue Rectilinear
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3anonHeHue Concentric

F

3anonHeHne Honeycomb

<

v

AN

3anonHeHwue Hilbert Curve
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3anonHeHne Archimedean Chords
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N

3anonHeHue Octagram Spiral

21



-

.T
\
\

W
\
ww




