Simplify3D User Guidelines

These guidelines will help you configure correctly your Simplify3D slicing program. We will
walk you through all the steps.

We have recently started receiving a lot of messages and emails concerning the printing of a 3D
model using Simplify3D software.

These guidelines will assist you in configuring your slicing program correctly and will ensure an
enjoyable 3D printing experience.

Step 1. Upload or drag your 3D model into the slicing program.
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Step 2. Set Horizontal size compensation at 0.40mm.

W FFF Settings
Process Name: Process1
Select Profile: Ultimaker 2 (modified) v Update Profile Save as New
Auto-Configure for Material Auto-Configure for Print Quaity
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Flament Properties

Defauit Printig Speed [2500,0 2] mmjimin Fiament dismeter (2,850 |5 mm
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* Step 3. Click Edit Process Settings, choose Advanced, and put the check mark in the box next
to Merge all outlines into a single solid model feature. Press OK.

W FHF Settings

Process Name: Process1

Select Profie: Ultimaker 2 (modified) - Update Profie Save as New
Auto-Configure for Material Auto-Configure for Print Quality
PLA e e Medum
General Settings

Infil Percentage: I
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Layer Modifications Ooze Control Behavior
[ start printing at height 0,01 D omm

[ Only retract when arossing open spaces

[[] Force retracton between layers

[ Minimum travel for retraction mm
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Shcing Behavior
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4 Merge all outiines into a single solid model

Movement Behavior
[ Aveid crossing outiine for travel movements

(@ Only use perimeters for thin wals Maximum allowed detour factor 3,0
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Alowed perimeter overizp % Tool Change Retraction

Tool change retraction ditance e
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Step 4. Select Mesh > Separate Connected Surfaces
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Step 5. Select all edits from the first through the last.
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Step 6. Go to Edit > Align Selected Model Origins
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Step 7. Result
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Step 8. Result
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Buid Statistics ‘Speed (mmjmin)

Buld tme: 79 hours 27 minutes
Flament length: 13410 mm
Plastc weight: 409.41g (0.90b)
Material cost: 18.83
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* For some 3D printing models, avoid putting the check mark in the box next to the Merge all
outlines into a single solid model. To know exactly for which 3D models the box must be
checked or not, please test both with and without the check mark before sending the 3D model to

the printer.



