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08nyog xpriotn

1. AOYLOUIKO TEpAXLOMOU TeEXVoAoyiag FDM

To Flashforge FlashPrint 5 ival npdéodata avabewpnuévo kat avapadulopévo. Méow Tou VEou
oxeblaopol Slemadnc kal tng BeAtiotomnoinong tTwv Asttoupylwy, n Aetoupyila eivat amini Kat
BoAwkn. To apxeio komrn¢ Ba mpoetolpaletal He Alyo HOVO KALK LE yPryopn, OTOTEAECUATIKY KO
ouaAn Asttoupyia.

2. Aettoupyieg AoyLopkoU

OL XpPNOTEC UIMOPOUV va EAEYXOUV TN AELTOUPYLA TOU EKTUNTWTI HECW TOU AoyLlopikou FlashPrint.
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e Adventurer SM - 0.4 - Normal Mode

Kavte KALK yLoL VO LETOKLVI|OETE TO LOVTEAO KATA PUAKOG TwV afovwy X, Y

Agite TO HOVTEAO amO SLadOPETIKEC OTMTIKES YWVIEG
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MeplotpéPte TO HOVTEAD

KAlpokwote to péyebog Tou povtélou

= B

AvTlypATe TO ETUAEYUEVO OPXELO LOVTEAOU

.

AuToOpaTn TOMOBETNON OAWV TWV HOVTEAWV

Elo€ABete otn Aettoupyla emefepyaciog umootnpLEng

Mneite otn Aettoupyia enegepyaciag mUPyou cApwWong

Elo€NBete otn Slemadn eAéyxou MOAAATTAWY HUNXAVNUATWY

Eloayadyete ) Slemadr ouvdeong Tou UNXAVHAOTOS

Eloaydyete ) Alota apxeiwv poviélou, Omou pmopeite va epdaviocete, va
doptwoete kat va daypaete to apxeio povréAou

ErAé€te Tov TUTIO TOU pNXOVAUATOG, TO LEYEBOC TwV akpoduaiwy Kal Tn
AeLToupyia ekTUTIWONG

IHEEM ofle e

Start Slicing EloéABete otn Slenmadn enefepyaciog MapapETpWY TEUAXLOUOU

2.1 Doptwon Apxeiwv

OL xpnoteg pmopolV va GopTwoouV apxeiot HOVTEAWV N apxeia Gecode mou Snuloupyouvtal UE
TEUAXLOUO HE TOUC akOAouBoug ££EL TpOTOUC.

MéBobocg 1: Kavte KAk oto ewkoviblo " Load" otn Alota apyeiwv Kal emAEETe To apxeio mou Ba
doptwoOEL.

MéBoboc 2: ZUpete To apxeio mou Ba poptwbel otnVv KUpLa Stemadr Tou AoyLoULKOU.



MéBobog 3: Kavte KAk oto " File -> Load File" otn ypauun pevou kal emAéETe To apxeio mou Ba
doptwoOEL.

To Aoylouiko uTtootnpilel autnyv tn otyun apxeia popdng slc, stl, obj, fpp, png, jpg, ipeg, bmp,
3mf.

To apyeio Geode eival éva apyelo eKTUTIWONG TOU LOVTEAOU Kal gV Umopel va Tpomomnolnet.
Mropel OpwG va xpnoluomnotnBel aneubeilag yla ekTUTwaon KETA T dopTwOon.

2.1.1 Anpovupyia AvayAudou

To avayAudo petatpEneTal anod Ta apxeia popdng png, jpg, jpeg kat bmp. AnAadn, HETATPEMEL Ta
opxela popdng png, jpg, jpeg kaL bmp oe apyeia popdng stl kal ta popTtwveL 0To AOYLOULKO yLa
xprion.

Qoptwote apxela oe popdn png, jpg, jpeg, bmp. Apxikd, sudaviletalr n oeAiba puOULONC
MapapETpWY avayAudou, O6nAadn to mapdBupo "Convert image to stl". OuL mapdpetpol
neplAappavouv to oxnua, tn AElToupyia, TO HEYLOTO TIAXOC, TO TAXOC PAcng, To MAXOG Miow
€€wdUANov, To MAATOG, To BAabog, TNV Avw SLAUETPO, TN KATW SLAUETPO, TO TtAXOC UoTifou, Tnv
LONMEPLVI SLAUETPO KL TO ETULTPEMOUEVO EAAELPOELEG.

Ixnua: MeplhapPBavel €L oxnuata: emninedo, odaipa, cwAnva, doxelo, Aduna (okiootpo) Kal
odpayida.

Napddupo mapapéTpwy:

€ Convert image to stl X
Shape: Tube v
Mode: Darker is thicker v
Base Thickness: 3,10mm v

i«

Maximum Thickness: 7,13mm

Height (2): 136,00mm .
Top Diameter: 54,75mm .
Bottom Diameter: 54,75mm .
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H apxwn elkéva png ou poptwonKe:

(Eminedo)

(2wAnvag)



2.2 EVEpYELEG TTOVTLKLOU
2.2.1 ApLotepo KAK
Mropeite va emNEEETE TO TPEXOV LOVTEAO KAVOVTOG APLOTEPO KALK OE QUTO.

Mmnopeite va eTAEEETE TOANA LOVTEAQ KpATWVTAC TN UEVO To MARKTPO Ctrl Kal kdvovtog aplotepo
KALK OTOL LOVTEAQ TTOU BEAETE.

Ta emideypéva povtéla Ba epdavidovral og 1o GWTEWVA XPWHUOTA.
AdoU emNEEETE T LOVTEAQ, UMOPELTE VA Ta EMEEEPYOOTELTE.

Kavte kALK 0TOV KEVO XWPO YLa VAL AIOSECUEVOETE OAQL TA ETUAEYUEVA LOVTEAQL.

2.2.2 As€i KAk

Kavovtag 6efl kAlk Ba epdaviotel éva pevou TOAATMAWY AETOUPYLWV HE TIC OKOAOUBOEC
Aewtoupyiec:

o Kevtpdplopa eTAEYUEVWV LOVTEAWY

Alaypadn EMAEYUEVWY LOVTEAWV.

(@]

o Avtlypadn eTAEYUEVWV LOVTEAWV.

o Em\é€te OAa ta poviéAa

o EmAé€te Tov owotd e€wbnTpa yla ekTUTWON.
o Emé€te Aplotepo e€wBntripa yla ekTUTIWON.
o Clear Platform (n mAdka KOTOLOKEUNAG).

o Movtéha ouvdeong

o Movtéha amoouvdeong

o EuBuypappion povieAwv.

2.3.1 Zupouo

To povtéNo otnv meploxn eKTUTIWONG Umopel va cupBel otnv 006vn pe Toug akOAouBoug TPELg

TPOMOUG:
Mé€Bobo¢ 1: NatroTe MUPATETAPEVA TO OPLOTEPO KOUUTTL TOU TTOVTIKLOU KOl GUPETE TO TOVTIKL.
Mé€Bobo¢ 2: KpaTtr)oTe MATNUEVO TO LECALO KOUUTL TOU TIOVTIKLOU KOl GUPETE TO TIOVTIKL.

MéBobo¢g 3: Kpatrjote matnuévo to mANKTpo Shift, otn ouvéxela matiote mapatetapéva to de€l

KOUUTTL TOU TTOVTLKLOU KOl GUPETE TO TOVTIKL.



2.3.2 Neplotpodn
H mtpoBoAn oknvn¢ umopel va meplotpadel pe toug akdAouBoug Suo Tpémouc:
MéBobo¢ 1: Natriote mapaTeTapEVa TO SEEL KOUUTTL TOU TTOVTLKLOU KOl CUPETE TO TIOVTIKL.

MéBobog 2: Kpatrjote matnuévo to mARktpo Shift, otn ouvéxela MATAOTE MOPATETAUEVA TO

0PLOTEPO KOUUTIL TOU TIOVTLKLOU KOl GUPETE TO TOVTIKL.

2.3.3 KAipaka

Ze omoladnmote KatAotaon Aeltoupylag, Unopeite va aAAAEETE TNV amdoTaon MOPATHPNCNS TOU

HOVTEAOU KUAWVTOG TOV TPOXO TOU TIOVTLKLOU 1) XPNOLLOTIOLWVTOG TO TIANKTPO CUVIOHEUONG '+/-.

2.4 Enefepyaocia MovtéAwv

Mnopeite va emnefepyaoteite TA HOVIEAQ, OUPTEPAAUBAVOUEVNC TNG METAKivAONG, TNG

TLEPLOTPOPIC KAL TNG KALLAKWONG TWV LOVTEAWV Kal oUTW KaBe€nc.
2.4.1 Metakivnon

Adou emilé€ete To povTéNO Tou Ba PETAKIVNOEL LE TO APLOTEPO KOUUTIL TOU TIOVTIKLOU, N XWPLKN

B£on tou povtélou pmopel va pubuLotel pe Tig akoAouBeg Suo pebBodouc kivnong:

MéSobog 1: Aol emé€ete to Kouumi "Metakivnon" otn 6efld TAeupd, AV TATrOETE
TIOPOTETAUEVA TO OPLOTEPO KOUUTL TOU TIOVTIKIOU KOl UETOKLVAOETE TO TOVTiKL, UMOPEITE va
HETAKLVNOETE TO MOVIEAO oto emimedo XY. Av kpatioete matnuévo to mANKTpo Shift, matrioete
TIOPOTETAUEVA TO QPLOTEPO KOUWTL TOU TIOVTIKIOU KOl UETOKLWVAOETE TO TOVIIKL TAUTOXPOVA,
UTTOPELTE VO LETOKLVAOETE TO HOVTEAO TIPOG TNV KatevBuvon Z. Katd tn Stadikaocio petakivnong,
umnopeite va deite v amootacn Kal tnv KateLBUvon TG Kivnong, oL OTtoleg XpnoLpomoLloUVTaL ylo

va urtodeiouv TN PETATOMLON TOU POVTEAOU OE OXEON LE TNV T(PONyoUUEevn BEan.

Médobo¢ 2: Emé€te To koupri "Metakivnon" otn &efld MAsUPA KA, OTN GUVEXELA, KAVTE Eava
KALK O€ aUTO. Oa epudaviotel éva mAaioclo PuBuiong Oéong, OMoU UMOpPELTE va MIPOCAPUOCETE 1) val

oploete tn B€on tou povtéAou N va enavadEpete Tn B€on Tou PovtEAou.



Inueilwon: Fevika, adol oAokKANPwWOEeL N pUBULON TNG BE0NG TOU POVTEAOU, TIPETIEL VAL KAVETE KALK
ota koupra " Center" kat " On Platform" yia va BeBalwBeite otL 1o povtéo BplokeTal EVIOg TOU
€UPOUC EKTUTIWONG KOL KOVTA OTNV MAAKA KATaoKeun¢. Eav xpeltaletal va pubuioete el6ka tn 6€on

EKTUTIWONC TOU POVTEAOU, UIMOPELTE ATMAWC VA KAVETE KALK 0To Koupri " On Platform".

2.4.2 Neplotpodn

2.4.2.1EmtiAé€te TO povTEAO Tou Ba meplotpadel PE TO APLOTEPO KOUMTIL TOU TIOVTIKLOU Kol

TPOCAPUOOTE TNV OTACH TOTMOBETNONC TOU POVTEAOU UE TIG akOAouBeg uebodoucg meplotpodnc:

Médobog 1: ApoU emilé€ete To kKoupri "Meplotpodn” otn de€Ld mAeupad, Ba Seite Tpelg SakTuAioug
KABetoug petafl TOug, oL omoiol lval KOKKLWVOL, TIPACLVOoL Kot UTTAE. KAvte KAIK OTOV €TUAEYUEVO

SaKTUALO yla va eplotpadeite yUpw amo Tov Tpéxovia afova neplotpodng.

Médobog 2: Emé€te To kouunt "Meplotpodn” otn Se€Ld MAeUpPA Ka, 0T CUVEXELA, Ba epdavioTel
€va mAaiolo PuBuiong MNeplotpodng, OMOU UMOPEITE VA TIPOCOPUOCETE 1 VO OPLOETE TN ywvia

TLEPLOTPOPIC TOU LOVTEAOU 1 VA EMAVOPEPETE TN OTACN TOU LLOVTEAOU.

2.4.2.2 Ano tnv emudpaveia otnv nAatpoppa
Adou emiéEeTe TO HOVTENO, aKOAOUBNOTE TNV Mapakatw Stadikaoia:
Em\é€te " Rotate -> Surface to Platform".

EmAE€Te pla OUYKEKPLUEVN ETILDAVELA TOU POVTEAOU UE TO TTOVTIKL, KAVTE SUTAO KALK E TO APLOTEPO
KOUUTTL TOU TIOVTLKLOU oTnV emidavela tou BEAeTe Kal To povtéAo Ba tomoBetnOel avtdpaTa HE TNV

ETUAEYUEVN ETLPAVELA VO OKOUUTTAEL OTNV BAon eKTUTIWONG.

ATtAO KAk
ebw




2.4.3 KAipoaka

AdoU emAEEeTE TO HOVTEAD TTOU B KALLOKWOEL PE TO APLOTEPO KOUUTTL TOU TIOVTLKLOU, TO HEyeBog

TOU HOVTEAOU Umopel va puBuLoTel pe TIg akoAouBeg peBodoug KALLAKWONG:

MéS0b0¢ 1: Adou emilé€ete To KoupTti "KAlpaka" otn 6e€ld MAUpA, AT OTE MAPATETAUEVA TO
0PLOTEPO KOUUTTL TOU TIOVTIKLOU KAl CUPETE TO TOVTIKL yla va aAAGEeTe To PEyeBog Tou povtélou. Ot
TPEXOUOEG TLUEG UNKOUG, TTAATOUG KoLl UPoug Tou poviéAou Ba epdavioTolv ota aviiotola tpia

TIEPLYPALATAL.

MéSobo¢ 2: ETuAEETE TO KoupTl "KAlpaka" otn 6€€Ld MAEUPA KaL, OTN CUVEXELQ, KAVTE EavA KALK OTO
Kouumi. @a epdaviotel Eva mAaiolo PUBULong MeyéBoug Movtélou, OTou Unopeite va oploete To

HEYEDOC TOU PLOVTEAOU 1 val aANAEETE TNV KALHaKO TTpoG KABE KateUBuvon yla KALLAKWan.

ErutAéov, eav eival emileypévn n ermthoyn "Uniform Scaling" mopakdtw, n oAAayn TOU HARKOUG
omolacdAmote MAEUPAC Ba KAVEL TNV KALHOKA TOU LOVTEAOU opolopopdn. Eav n emdoyn " Uniform

Scaling " &gv elvat emileypévn, To punkog Ba aAAGeL pocg pia povo katevbuvon.

2.4.5 Komn

AdoU emiNé€ete TO HOVTEAO TIOU Bl OPLOTEL E TO APLOTEPO KOUWUTIL TOU TIOVTIKLOU, €TUAEETE TO
kouuni "Komn" otn 6e€ld mAsupa kat Ba epdaviotel éva mAaiolo Cutting Setting (onmw¢ ¢aivetal
mapakATw). Ol puBUioELg KOTAG elvaL: kateVBuvon KoM (oxESLo e To XEpL, emtinedo X, eninedo Y,
eninedo Z), B€on Komng kol otepéwon B€ong poviélou (Keep parts in place - Alatipnon twv

efaptnuatwv otn B€on toug).

Cut

i § & @

Position  -12,67mm =

Keep parts in place




2.4.6.1 AutA6tumo

AdoU emNé€eTe TO POVTENO, UTtOpPELTE va SnULOUPYNOETE Eva avTiypado TOU avIioTOoLXOU OVTEAOU

LE TOUG alKOAOUBOUG TPELG TPOTIOUG:
Médobog 1: Kavte kAk otnv emthoyn " Edit -> Duplicate" otn ypappun pevou.
MéJ0b0¢ 2: XpnOLUOTOLAOTE Ta MARKTpa cuvtopeuong Ctrl+C ko Ctri+V.

MéEBo0bo¢ 3: Kavte kALK Le To Se€l kouumi tou movTikioU kat ertléSte " Copy Selected Models".

2.4.6.2 Awaypadn

AdoU eTAEEETE TO HOVTENO, UMOPE(TE va SlaypAPeTe TO avTioTOLXO HOVTEAO UE TOUG akOAouBoug

600 tponoug:
MéS0obo¢ 1: Kavte KAk oto " Edit -> Delete" otn ypauun pevou.

Médobog 2: Xpnoluomolrote To MARKTPo cuvtopeuong Del



2.4.6.3 Autopatn tonoBétnon

AdoU dopTwaoEeTE Eva N MEPLOCOTEPA HOVTEAQ, KAVTE KALK 0TO Koupni " Auto Layout All" otn 6e€la

TIAELPA KAl CUMTTANPwOTE To " Space Between Models" (eUpog: 0-50mm).

OAa ta povtéda Ba tornoBetnBolv autopata cUUPWVA UE TOUG KAVOVEG QUTOMATNG TotoBETnoNG.

2.4.6.4 KaBpédtng

Kavte kA otnv emidoyn " Edit -> Mirror Models" yla va ekteAéoete Aeltoupyla KATOMTPLOUOU oTa

eTAEYUEVA LOVTEAD oTnV KatevBuvaon X, Y kal Z.

2.4.6.5 Emiokeun

Otav poptwbel éva povtélo, Ba Sokpaotel. Otav evromiotouv mpoBARuata oto poviélo, Ba
eudaviotel €va pRvupa aviyveuong yla va to umevbupicel otov xpnotn. Xe authv tn ¢daon,
UMopeite va KAvete KAk ameuBeiag oto kouuni " Repair Models" oto avaduopevo mapabupo
SlaAoyou 1 va eTUAEEETE TO HOVTEAD Kal va eTtAéEeTe " Repair Models" otn ypauun pevou " Edit"

yla va emiidLopBwoeTe To LOVTEAO.

\7Varnfng )

Repair model Delete model m

l @ Errors has occured to the model. You can

2.5 Enséepyaocia unootnpifewv

AdoU doptwoete TO POVTEAO, KAVTE KALK otnv emidoyn " Edit -> Supports " otn ypapun Mevou N
KAvTe KAk ameuBeiag oto kouumni YrootAplén otn de€ld mAeupd yla va elc€ABeTe otn Asltoupyia
enegepyaoiag unootnpeng (omwc paivetal mopakdtw). Kavte KAk To koupuri "back" yia £€€060 amnod

N Aettoupyia enefepyaoiog unootrnpleng adol ohokAnpwOel n emefepyaoia umootnpLénc.



Supports Options

Supports Type W m

Overhang Threshold ~ 55° =

“

Pillar Size 1,0mm

Touch Platform Only

Manually @ —\I._I]_

Auto Supports
Clear Supports

Back

2.5.1 Autopateg otnpifelg

AdouU kavete KAk oto koupmi " Auto Supports", To Aoylopko Ba mpoodlopioel autopata mou
Xpelaletal va umtootnpyBel to povtéAo kat Ba SnuloupynoeL TN avtiotolyn 6evEpoELST), YPOUULKD,
i otnplypata o€ oxfpo otnAng. Eav to povtélo sivat nén e€omAlopévo pe otnplypata, To AOYyLoULKO

Ba ta apalpEoEL TPWTA KoL OTN CUVEXELD Ba SNULOUPYAOEL T VEQ oTNPLlypaTa.

Supports Options

Supports Type [T

Overhang Threshold ~ 55°

“

Post Diameter 2,0mm =
Base Diameter 6,0mm =
Base Height 6,0mm :

Touch Platform Only

Manually @ _\!T

Auto Supports
Clear Supports

Back




2.5.2 Awaypadn unootnpifewv
Otav emileyei to koupuni "Clear Supports" 6a Staypadolv OAa Ta oTnpilyuata.
2.5.3 EmAoy£g unootnpLéng

OL MOPAUETPOL UTTOOTNPLENG UITOPOUV va enetepyaotolV oTo mAaiolo "Emloyég umootrpEng”. Ot

TUTOL UTTOOTAPLENG TtEPAABAVOUV SEVEPLKN KaL YPAMULKA UTIOOTHPLEN.

Otav " " elval emleypévo, devplkn umooTnpLEn




2.6 Néo Epyo

Kavte kA oto " File -> New Project" otn ypappr HEVOU yla va SNnLOUPYNOETE €va VEO KEVO £pYoO.
Edv umdpyouv un anobnkeupéves aAAayEC OTO apxLKo €pyo, TOote Ba oag {ntnBel edv xpeldletal va
anoBnkeVoete TG alayEg. Eav kavete kAk oto "Yes", ot aAAayég Ba amoBnkeutouv. EQv Kavete
kALK oto "No", ol aA\ayég anoppintovtat. Eav kavete KAk oto "Cancel" i kAeloete 1o mAaiolo, To
V€D £pyo Ba akupwbEeL.

Information (]

@ Save changes to this file before closing?

K73 N TR

2.7 AnoBnkeuon €pyou

AdoU ohokAnpwBel n enefepyaocia Tou HOVIEAOU, OAA Ta MOVIEAQ OTN OKNVA UIOpoUV va

anoBnKeuUToUV e TouG akOAouBoug SUo TPOMOoUG:
MéeSoébog 1:

Kavte kAlk oto " File -> Save Project" otn ypappn HEVOU yla va amoBnKeVUOETE TO OPXELO WG OpXELD
€pyou Ue TNV KataAnén ".fpp". Ze autov tov TUTo apxeiou, OAa Ta LOVTEAQ (CUUTEPAAUBAVOUEVWY
TWV UTIOOTNPLYHATWY) OTn oknvh €ivat aveéaptnta. Metd tnv emavadoptwon Tou apxeiou, ot
mAnpodopie¢ Slapdpdpwong tou e€wbntripa kabwg kat n BEon Tou poviéAou eival oL 8Leg pe T

Stapopodwon katd tnv anobrikeuon.
MéeSobog 2:

Kavte KAk oto " File -> Save As " otn ypap i LEVOU yla val amoBnKeVUOETE T OKNVI WC aPXELO £pyou
(.fpp) N wg apxeio pe v katdAnén ".stl", ".obj" kar ".3mf". Zto apyeio pe Tnv katdAnén ".stl", ".obj"
N ".3mf", Ta povtéAa (ocupmeplapBovopevwy twv Sevdpkwyv otnpifewv) otn oknvh dev eival
ave€aptnta, aAAd cuyXwVeLUOVTAL OE €va VEO HOVTEAD. Tl HOVTEAQ HE YPOUULIKEG oTNPIEELS oTn
oknvn ivatl avefaptnta Kat To TUApa urtootnpeng ev Ba anobnkeutel, oAAA TO TUAHUA LOVTEAOU
Ba amoBbnkeutel. Metd tnv enavadoptwon tou apxeiou, To poviélo Bploketal otny idla BEon pe
ouUTAV TNG amoBbnkeupévng Stapdpdwonc, alAd ol mAnpodopisc Stapopdwong tou e€wdnTHpa dev

amnoBnkevovtal.



2.8 ExtUnwon

3.8.1 Emidoyn TUMOU pHNXavAaTOG

MpLv CUVOECETE TO PNXAVNUA, KAVTE KALK OTO KOUMTIL 0TNV KATW apLoTePr ywvia Kal emNEETe
TOV TPEXOVTA TUTIO EKTUTIWTH KAVOVTAG KALK OTO OVOUQ Tou pnxavhuoato¢ oto "Machine Type"
otolxelo eméktaong. Metd tn cUVEECN TOU UNXAVUATOG, TO AOYLOULKO Ba avayvwpiosl autopata
TOV TUTMO TOU OUVOESEUEVOU UNXAVAUATOG Kol N Xelpokivntn evaAlayr Oev umopel va
nipayuatonolnbel mpo¢ 1o mapov. Metd v €mAoyr Tou TUTIOU UNXAVAUOTOC, To HéyeBog Tou
mAalolou Tou pnxoavApatog otn oknvp Ba aoAAdfel, yeyovog mou Ba emnpedoel emiong Tt

QMOTEAECHATA KOTING.

Oplopéva pnxoavnpata Sltabetouv MoAAG pey£On akpoduaoiwv kal To pEyebog akpoduoiou tou

EKTUTIWTN UIopEel va eTAeyel oto otolxeio eméktaong " Nozzle Size".

3.8.3 EKtUnwon
3.8.3.1 Anpoupyia apyxeiov Gecode pe tplodiactato ektunwtr) FDM

Mpwv amod TNV eKTUTIWON TOU HOVTEAOU, TO LOVTEAO TIPETEL VA KOTIEL 08 PETEC (0 TEpOXLOUOC Ba

Snuoupynoet to apxeio ektumwong tou povtélou, Snhadn to apxeio Geode).

Mrnopeite va SLopopdWOETE TI( TIAPAUETPOUG TEMAXLOMOU KoL vo dnuloupynoete 1o apxeio

TEMAXLOMOU ME TIG akOAOUBEeC AstToupyieg.

Briua 1: Kavte KAk oto elkovidio "Start Slicing” otnv kUpla Siemadr tou Aoylopikol Kat Ba

gudpaviotel éva mapabupo Staldyou yla Tn pUBUILON TWV MTOPAPETPWY KOTNC.

Brijpa 2: AbpoU oploETE TIG MOPAPETPOUG TEUAXLOUOU TOU LOVIEAOU, KAVTE KALK 0To Koupuri " Slice"
yla va Eekwvrioete tn Snuoupyia tou apxeiou Geode, To omoio Ba amobnkeutel ooV MPOoWPLVO
KatdAoyo. Ze autiv tn Stadikaoia, Ba eudavioTel pLlo YPAUU KOTAOTOONG OTO KATW UEPOG TNG
KUplag 0Bovng, n omola Oa beiyvel TNV MPOodo TNG TEUOXIOMOU TOU HOVIEAOU KoL TNG
petadoptwong tou apxeiov Geode. AdouU EekvrioeL N TELAXLOMOC, To Kouuni " Start Slicing" otnv
KUpla Slemadn Oa yivel to kouurmi " Stop Slicing", oto omoilo UMOPEiTE va KAVETE KALK yla va

SlakoPete TNV TEHAXLOUO.



Briua 3: Adol ohokAnpwOel n komr, ta kouprd " Slice Preview" kat " Local Save" Ba epdaviotouv
OTO EMAVW PEPOG TNG KUpLaG Slemadng. Kavte kAk oto kouurti " Slice Preview" yLa va eloé\BeTe oTn
Slemadrn tTNG MPOEMIOKOTNONG TOUAG KOL VA TIOPATNPHOETE TA ANMOTEAECUATA KOTING TOU apXELOU
povtéhou. Kavte kAlk oto kouurti " Local Save" yia va anmoBnkeloete To apyxeio Geode tomika n va

oteilete 10 apxeio Gecode ameuBelag OTOV EKTUNTWTH YLA EKTUTIWON.

Start Slicing Slice Preview

Neplexopeva Stapdpdpwong MAPAUETPWY TEHAXLOUOU oTh Baoikn Aettovpyia

€ Slice X

Machine Type  Adventurer 5M

Nozzle Size ‘.0.4 mm v |

Material Type Flashforge-PLA ¥ 175mm ~

Layer Height : 0.2mm
Fill Density : 15%
Print Speed : 300mm/s

Shell Count: 2

Tumog¢ YAikou: ETAEETE TO QTMALTOUPEVO VA Yo Tov e€wBNnTApa Kal TN SLOAUETPO TOU VAUOTOC

ocUpdwva pE TIC puBuioelg Tou e€wbnTrpa Tou PovTEAoU.

o. Layer Height - 'Yio¢ otpwong: Eival to mdyxog ektumwong KABE oTpwong KATA TNV KATAOKEUN TOU
Hovtélo. Ooo HIKPOTEPO £lval To TtAX0C, TOOO Lo Asia elval n emipaveLla Tou POVTEAOU, OAAG Kall

HEYAAUTEPOC O XPOVOG EKTUTIWONG.

B. Fill Density - Mukvotnta mAnpwaong: XpnolUeVEL yLa Tov KaBoplopo Tou Babuol CUUMUKVWONG

TOU ECWTEPLKOU TIANPpWON.

y. Print Speed - TaxUtnta eKTUNTWoNG: XpnOLLOTIOLELTAL YL TOV UTTOAOYLOMO TNG TaXUTNTOG Kivnong
Tou e€wbntRpa katd TV e€wBnon vnudatwy. Oco 1o apyn eival n taxutnta, tdoo vPnAdtepn eivat

N MOLOTNTA EKTUTIWONCG.

6. Shell Count - Apt9uog keAUpoug: Eival o aplBpog Twv SLadpopwv Tou XpnoLLomoLouvTaL yLo Thv
KQTOLOKEUN TOU KEAUOUG Tou HovtEAoU. Ooo TtepLooOTEPEC elval oL SLadpOoUES, TOTO TILO TtaX U lval

TO TOlYWHA TOU HOoVTEAOU.



Neplexopeva SLapopdwong TWv MOPARETPWV TERAXLOHOU ot AELToupyia eL8LKOU

Kavte kAlk oto koupmni "Expert Mode" otn Baowkn Siemadr Astoupylag yla va €loéABeTe ot

Slenadn dlapdpdwong TV MOPAUETPWY TELAXLOUOU TNG Aettoupylag eldikoU.

E€Aynon mMapapéTpwy TEPAXLOMOU: METOKLVOTE TO TIOVTIKL TTAVW OO LA TIAPAETPO TEUOXLOUOU

Kal Ba epdaviotel n altwpoupevn e€nynon TN MOPAUETPOU TEUAXLOUOU.
Printer

1) TOmog YAkoU: ETUAEETE TO QMALTOUEVO VAHA YLO TOV £€wONTAPA KAl TN SLAUETPO TOU VAHATOG

ocUUdwva e TIC puBUioeLG TOU HOoVTEAOU.

€ Slice x

| Printer Machine Type Adventurer 5M

Nozzle Size 0.4 mm v
General

Material Type Flashforge-PLA ¥  1.75mm v
Shells Restore Defaults
Slice Profile Standard v
il
Extruder Temperature 225°C =
Supports

Platform Temperature 55°C =
Raft i
Temperature Control List ]
)
Additions Control Module Right Extruder v
Cooling +
Advanced Start Layer End Layer Temperature

Others

Slice

2) Ocpuokpaocio efwdntipa: Eival n Bepuokpacia tou efwdnTipa Katd tnv ekTUMwon. To

avwtato o0plo ival 255 Babuol kat epdaviletal Eva pivupa étav unepPet toug 245 Babuoug.

3) Ospuokpacia mAarpdpuag: H owotr Beppokpacia MAATGOPUAG ETUTPENEL OTO HOVIEAO va
TPOOKOAAATAL KAAUTEPA OTNV TIAAKA KATAOKEUNG Kol BEATLWVEL TO TPOPANUA TNG OTPERAWONC YLa

HEYAAUTEPO LOVTEAQL.

4) Niota eAéyxou Beppokpaoiag: Mpoopiletal yia th pUBULON TG Beppokpaciog eKTUTIWONG yLa

Slapopetika enineda.



General

€ Slice x
Printer Layer Height | Basic Mode > |
Layer Height Mode Fixed Layer Height v
Layer Height 0,20mm B
Shells . . . Restore Defaults
First Layer Height 0,30mm -
i Speed
Supports Base Print Speed 300mmy/s =
Travel Speed 500mm/s =
Raft
Additions
First Layer Maximum Speed 60mm/s B
Cooling . .
First Layer Maximum Travel -
Speed 100mm/s =
Advanced B
Slow Down First Few Layers 1 -
Others
First Few Layers Max Speed 110mm/s B
Slow Down For Overhangs
Enable "Slow Down For
Yes v
Overhangs"
Maximum Speed When -
Overhang >75% 20mm/s T
Muarhana ~EN0L 30mm/s M Sl
’
1.'YYo¢ otpwong

a. Asettoupyia UPoug otpwong
1. Ztad9epo vYPocs oTpwong

2. MetaBAnto YYocg Stpwong: EmNéSte " Variable Layer Height" kal pnopeite va €l0éABete otn

Slenadn enefepyaciag petaBAntol UYPoug oTpwWong.

Layer Height
Layer Height Mode Fixed Layer Height v
Layer Height 0,20mm :
First Layer Height 0,30mm H
Layer Height
Layer Height Mode O Variable Layer Height v
Layer Height 0,20mm :
First Layer Height 0,30mm :
Variable Layer Height +
Layer Percent




B.'Yyog otpwong: Eival To mayxog ektunwong KAaBe oTpwong KOTA TNV KATOOKEUN TOU HOVTEAOU.
000 UIKPOTEPO elval To mAxog, Téoo To Asia eival n empavela tou HOVIEAOU, aAAd TOOO

HEYOAUTEPOG €lval 0 XPOVOG EKTUTIWONG.

v. 'Ydog npwtng otpwong: Otav eKTUTIWVETE HE UIKPOTEPO VYOG OTpwong, to peyaAutepo LYPOG

TIPWTNG OTPWONG ETILTPETEL OTO POVTEAO VA KOAAEL KAAUTEPO OTNV TTAAKA KATOLOKEUNG

2) Taxvtnta
Speed
Base Print Speed 300mmy/s
Travel Speed 500mmy/s
Minimum Speed 20mm/s
First Layer Maximum Speed 60mm/s

First Layer Maximum Travel

- 100mm/s
Speed /

Slow Down First Few Layers 1

First Few Layers Max Speed 110mm/s
o. Baowkn tayxvtnta ektunmwong: Eivalt n taxvtnta kivnong avagopdg tou £€wbnti katd tnv
e€wbnon tou vApatog, mou AapBavetal wg TR avadopdc ylo Tov EMOUEVO UTIOAOYLOUO TNG

ToXUTNTAG EKTUTIWONCG.
B. Taxutnta kivnong: Elval n taxvtnta kivnong tou e€wOntA otav dev untdpxel e§wBnon vipatog.

y. EAdylotn taxvtnta: Eival n ehaxlotn toxutnta kivnong tou €€wbntr katda tnv eEwbnon tou

VALOTOC.

6. Méylotn taxlINTA MPWING OTPWONG: XPNOLUOTOLEITAL Yl TOV TEPLOPLOUO TNG TaXUTNTOG
EKTUTIWONC TOU TIPWTOU OTPWHATOG yLa VoL ETILTPEYPEL OTO POVTEAO VoL TPOOKOAAN Ol kKaAUTtepa otnVv
TIAQKO. KOTOLOKEUNG. AuTh N mopdpetpog Sev Aettoupyel otav eival evepyomotnuévn n Asttoupyia

raft.

€. Méylotn taxVutnTa Kivnong MPWTOU OTPWHATOG: XPNOLUOTOLEITOL ylo TOV TIEPLOPLOUO TNG
ToXUTNTAG Kivnong TOU TPWTOU OTPWHATOC yla vo eTTPEPEL OTO HOVIEAO va TIPOOKOAANBOEel
KAAUTEPQ OTNV TTAAKA KOTOLOKEUNG. AUTA N TIAPAUETPOC SV AELTOUPYEL OTAV Elval Evepyomolnpévn

n Aewtoupyla raft.



{. Melwon taxlTNTag MPWTWV OTPWHATWYV: MEWWOTE TNV TOXUTNTA EKTUMIWONG TWV TPWIWV
OTPWHATWY Yyla Vo BEATLWOETE TO MOCOOTO enMLtUXiaG ektunwong. Na nmapadsyua, 3, 30 mm/s
ONUALVEL OTL TA TPWTA 2-4 OTPWHATA EKTUTTWVOVTOL HE TaxuTnta 30 mm/s. To mpwto eninedo Sev

eAEyXETAL QIO AUTHV TNV EVTOAN Kal auth n Asttoupyia dev Asttoupyet otav £xet oplotei oto 0.

3) Retraction

Retraction
Retraction Length 1,2mm
Retract Speed 40mm/s
Extrude Speed 30mm/s
Extra Restart Length 0,0mm
‘> Slice
) Thickness ‘ Rasic Mode |
Printer Basic Mode >
Shell Count 2
Shell Thickness 0,84mm
Overlap Perimeter 30%
i Speed
Exterior Maximum Speed 200mmy/s
Raft
Visible Interior Speed 80%
Additions
Visible Interior Max Speed 200mmy/s
Cooling
Invisible Interior Speed 100%
Advanced
Invisible Interior Max Speed 300mmy/s
Clhes Shell Print Order from inner to outer
Start Points
Meode inner recess point
X -100,0mm
Y 10000,0mm
’
1) Nayxog

a. Count Shell: Eival o aplBuo¢ Twv LOVOTATIWY TIOU Xpnolpomnololvtal ya tn dnuloupyila tou

keAUOUG TOU LOVTEAOU.

000 TEPLOCOTEPA LOVOTIATLA, TOCO TILO XV €lvalL TO TOIXWHA TOU LOVTEAOU.



B. Naxog keALdouUG: To Taxog Tou KEAUDOUG TOU POVTEAOU.

y. Neplpetpog emkaluPng: O péylotog Adyog mAdToug emkaAudng Stadpoung keAudoug mou

ETUTPEMETAL O AEMTO TOlYWUAL.

Thickness

Shell Count 2
Shell Thickness

Overlap Perimeter 30%

2) Tayxutnta

a. E¢wtepikn Taxvtnta: O AOyog tn¢ ToxUTNTAG EKTUTIWONG TOU TILO £EWTEPLKOU OTPWUATOC TOU

KeEAUDOUG TOU LOVTEAOU O€ OXEON LE TNV TaxUTNTA avapopag.

B. EEwTEPLKN HEYLOTN TOXUTNTA: XPNOLUOTIOLELTOL YLO TOV TIEPLOPLOKO TNG TAXUTNTOG EKTUTIWONG TOU

TIO €€WTEPLKOU OTPWHOTOC TOU KEAUGDOUG TOU LOVTEAOU.

y. Visible Interior Speed: O Adyoc TnG TaxUTNTAG EKTUTIWONG TOU OPATOU TUNUATOG TOU ECWTEPLKOU

OTPWHOTOC TOU KEAUDOUG TOU HOVIEAOU O OXEON HE TNV TaxUTNTA avadopag.
6. Visible Interior Max Speed: H péylotn taxUtnto EKTUTTIWONG TOU 0POTOU ECWTEPLKOU SakTuAlou.

€. Invisible Interior Speed: O Adyog tNG TAXUTNTAC EKTUMWONG TOU QOPOTOU TUAMATOC TOU

EO0WTEPLKOU OTPWUATOG TOU KEAUDOUC HOVTEAOU OE oXEon UE TNV TaxuTnTa avadopag

Speed
Exterior Speed 60%
Exterior Maximum Speed 200mmy/s
Visible Interior Speed 80%
Visible Interior Max Speed 200mm/s
Invisible Interior Speed 100%

Invisible Interior Max Speed 300mm/s




Infill

€ slice X
General Basic Mode ]
Printer enera | Basic Mode > ‘
Top Solid Layers 5 v
Bottom Solid Layers 3 B
Shells . . N Restore Defaults
Fill Density 15% B
Import
i S - .
Export
— ot Ange a5 :
Raft Overlap Perimeter 25% =
Additions Vase Mode No -
Speed
Cooling 2
Solid Speed 70% =
Advanced
First Top Solid Layer Speed 20% B
Clhes Sparse Speed 90% B
Combine Infill
Maximum Solid Combine 1 B
Maximum Sparse Combine 1 B
Combine Area Threshold 150mm#2 B
_______ Lomgm
It
1) Mlevika

a. Fill Density - MukvotnTo MARPWONG: XpNOLUOTOLELTAL LA TOV KOBoPLopUS oo cupmayEg Ba ivat

TO ECWTEPLKO YEULOUAL.

B. Fill Pattern: Xpnoluomoleltal yla va oploeTe TO OXNUA TNG ECWTEPLKNG YEULONG. To €€ayWVIKO
VEULOMA €lval pe PeyoAUTEPN QVTOXI), TO YPOAUULKO YEULOMO EKTUTIWVETOL TILO YPrRyopa Kal TO
TPLYWVLKO YEULOMO EKTUTIWVETOL EAAPPWC TILO APYO OO TO YPOUULKO YEULOMA, aAAG n Tipocduacn
HETAEL TwV OTpwHATWY elval vPnAotepn. To TpLodlaotato yEULlopa eival éva tplodlaotato
OTIELPOELSEG OXN LA TIANPWONG, TO OTIOLO XPNOLLOTIOLELTOL YEVIKA OTOV N TIUKVOTNTA AN pwong eivat
XOUNAR. Zuviotdtal va anevepyomnoleite Tn Aettoupyia "Combine Infill" 6tav xpnolponoleite autod

TO VEULOUOQL.

Grid 15% Grid 50% Grid 100%



Hexagonal 15% Triangular 15%

Raft

1) M'evika

Evepyomoinon oxediaong: EKTUTwoTte pLa maxutepn oxedia otnv MAGKA KOTOOKEUNG TIPLV Ao TV
EKTUTIWON TOU HOVTEAOU, WOTE TO MOVIEAO va MMopel va KOAANOEL KaAUTeEpa OTnV TAAKA
KOTOOKEUNG. EmAé€te «Naw yla va Xpnoldomolioete tn oxedia kat «Ox» ylwa va pnv

Xpnotormnouroste tn oxedia.

R




Additions
Brim

Evepyomoinon Brim: Evag emumA€éov KUKAOG YELOOU EKTUTIWVETAL YUPW ATIO TO KATW UEPOG TOU
HOVTEAOU KL TO TUN O EMEKTAONG TOU KATW HEPOUG TOU LOVIEAOU OTEPEWVETAL OTNV MAGKA

KQTAOKEUNG yLa va armodeuBel n avatpor Tou KATd TV eKTUTTwan.

Mnyn

extension://bfdogplmndidlpjfhoijckpakkdjkkil/pdf/viewer.html?file=https%3A%2F%2Fen.fss.flashf
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