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Orca Slicer

AN kat puBpLoN Tou Orca Slicer

MetaBeite otn oeAida tou Orca Slicer oto GitHub (https://github.com/SoftFever/OrcaSlicer) kat
KateBAote TNV Mo npoodatn €kdoon mou eival cuppath UE TO AELTOUPYLIKO Gag cUOTNHA.

r / OrcaSlicer
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AdoU oAokAnpwOel n eykataotaon Kol EKKLVAOETE TNV edappoyn, Ba oag IntnOel va emiNéEete TV
TLEPLOXN OQC. TN CUVEXELD, Ba epdaviotel n kUpLa Stemadn pe T Alota Stabéoiuwy 3D EKTUNTWTWV.
Evtomiote kot eMAEETE TOV EKTUTIWTI) TIOU XPNOLLIOTIOLE(TE.

Adou emiAé€ete Tov 3D EKTUTIWTH OAG, KAVTE KALK 0TO «ETIOMEVO» KOl 0ploTe TO 160G TOU VAATOG
(filament) mou xpnoluomoLEiTE.

PuOpioslg 3D EKTUNMWTA KOLL VI LOTOG

Itnv aplotepn MAeupa tn¢ Stemadng tou Orca Slicer, Ba Bpeite emAoyEg yla tn pubuion tou 3D
EKTUTIWTA KOL TOU VAUOTOC. Mo Vol TPOTIOTIOLACETE TIG PUBUIOELS TOU EKTUTIWTH, KAVTE KALK OTO
€lkovidLo Simha amd tnv ovopacia tou ektuntwtr. Auto Ba avoifel éva véo mapdbupo pe Stadopeg
TIAPAPETPOUC pUBULONG. Av BéNeTe va deite Lo e€elOIKEUUEVEG ETIIAOYEC, ETUAEETE TNV KOPTEAQ « T
TIPOXWPNHUEVOUGY.
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Printer settings

Flashforge Adventurer 5M 0.4 Nozzle

X

] O{Advance(f)i

0-.--....-...‘
Basic information Extruder Motion ability
Printable space
Printable height 220 mm
Support multi bed types
Printer settings X
-~ Flashforge Adventurer 5M 0.4 Nozzle B Q Advance @)

Basic information = Machine gcode  Multimaterial  Extruder

Printable space

Printable area Set ...

Bed exclude area 0x0

Printable height 220 mm

Support multi bed types ]

Nozzle volume 0 mm

Best object position X: y:

Z offset 0 mm

ot g pr R Rl I R

Z offset 0 mm

Preferred orientation 0 .
& Advanced

G-code flavor ~ Klipper

Qisableset remaining print O

time

G-code thumbnails 140x110

macioede g

Use relative E distances /]

Use firmware retraction ]

Time cost 0 money/h
Cooling Fan

Fan speed-up time 0 B Only overhangs [

Fan kick-start time 0 s
Extruder Clearance

Radius 76 mm

Height to rod 27 mm

Height to lid 150 mm

Motion ability =~ Notes




MNa va puBuioete T1Ig mapapérpoug tou vpatog (filament), kavte KAk oto elkovidlo ou BpiokeTat
oKpBWC KATw amd To ypavall. AmO eKel, UMOPEITE va TMPOCOPUOCETE LOLOTNTEC OMWG N
Bepuokpaoia, n TAXUTNTA POAG KoL GAAQ ONUOVTIKA XOPOKTNPLOTIKA aVAAOyO LE TO UALKO TOU
XPNOLUOTIOLE(TE.

() Filament + - O
Flashforge Generic PLA :: (%
Flashforge Generic PLA B Q Advance @)

Filament Cooling  Setting Overrides = Advanced Multimaterial Notes

88 Basic information
Type PLA
Vendor Generic
Soluble material
Support material
Default color
Diameter 1,75 mm
Flow ratio 0,98

Enable pressure advance

Pressure advance 0,025

Density 1,24 g/cm

Shrinkage 100 %

Price 20  moneyrkg

Softening temperature 60

feen‘i‘:)’:r"a‘fu"r‘;ed —— Min ~ 190 ¢ Max - 230 c
! Print chamber temperature

Chamber temperature 0 °C

Activate temperature

control
& Print temperature

Nozzle Initial layer 220 i Other layers 220 "C
& Bed temperature

Smooth PEl Piste / High Initial layer 55 C Other layers 50 c

Temp Plate
[@] Volumetric speed limitation

Max volumetric speed 25 mm’/s




AkpLBWG KATw amod Tig Baocikég pubuioelg Tou 3D eKTUTIWTH KoL TOU VAATOG, BplokeTal n evotnta
«Process», n onoia oag EMITPENEL VA TPOCAPUOCETE 0 BABOC TNV MOLOTNTA KAl T CUUIEPLDOPA TNG
ekTUTIWOoNG oag. MephapBadvel Tic e€n¢ PaoIkEG KaTnyopled:

Quality (Mowotnta): ESw pubpuilete To UPoOG KABE OTPWONC, TO TTAXOC TWV TOLXWHATWY, TA EMAVW KAl KOTW
KOAUPOTA, KABWG Kol ASTITOUEPELEG OTIWGE N padr) Kal n akpifela tou povtélou.

Strength (Avtoxn): Mmnopeite va mpooappocete tov Badud mAnpwong (infill) kat tnv evioxuon twv
TOLYWHATWY, WOTE VA EMUTUXETE TNV EMBUUNTI AvOEKTIKOTNTA.

Speed (Taxutnta): NeplapBavel pubUioEeLS yLa TNV ToXUTNTA EKTUTIWONG, TNV EMLTAXUVON KOL TO
TPAVTAYHO, EVW TIPOCDEPETAL KAl EAEYXOG YLaL TNV TAXUTNTA TPosEoywV.

Support (YrootipEn): Emiléyete av Ba xpnowuomnotnBolv umootnplypota yla poeféxovta 1) mepimioka
onUeia Tou povtéAou, pe duvatotnTa pUBULONG TOU TPOTIOU KATAOKEUNG TOUC.

Others (AA\a): NepLéxel Lo e€e16IKEVUEVEG EMIIAOYEG, OTWC pUBUioelg mpooduong oTo KPERATL, TUPYOUS
kaBaplopou, EemAupartog, spiral vase mode, kaBwg kat e€aywyn tou G-code e MPOCAPLOCUEVES
TIOPOUETPOUC.

OL npokaBoplopéveg pubpioelg mou mapexel To Orca yla ToV EKTUTIWTA oag lval cuviBwe EMAPKELC yLa TIC
TEPLOOOTEPEG TEPUTTWOELS. OTAV OMOKTNOETE PEYOAUTEPN €EOLKELWON HE TO AOYLOMLKO, UMOpEite va
TIPOCOPUOCETE TIC PUOUIOELG avAAOya LE TG AVAYKEC 0OC KL VO amoBnKeUOETE TIG SIKEC 0OC TIPOETUAOYEC,
0pllovTac Kal To OVOUA TOoUG Lo LEANOVTLKN Xpron.

Elwcaywyn kot Mpoetoipacia Apxeiwv oto Orca Slicer

H Swadikacia eloaywyng kal mpostollaciag poviéAwv oto Orca Slicer eival amAi Kol OMOTEAECUATLKN.
AkoAouBel évag odnyog BrApa mpog PrAna He emMe€nYNOELG KOl TIPOTELVOUEVEG ELKOVEG YL €UKOAOTEPN
Kotavonon.

BApa 1: Eloaywyr Movtéhwv
Tpomol sloaywyng:
Me drag & drop: AmAw¢ cUpeTe To apyxeio .stl A .obj péca oto mapd&Bupo tou Orca Slicer.

Me to pevou: Emhé€te Apxelo > Eloaywyn kot eTthé€te To apyeio oag.



:J *« » €Z} Calibration

New Project Ctrl+N : 93 Device (5] Project
Open Project... Ctrl+O

Recent projects >
Save Project Ctrl+S
Save Project as... Ctrl+Shift+S

_—

Import > Import 3MF/STL/STEP/SVG/OBJ/AMF...  Ctrl+l
Export > Import Configs...

Quit
FITamenT + - &

Elcaywyn apxeiou péow tou pevou.

BApa 2: Baowd Epyaleia Xelplopot Movtélou
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MOALG eloayBel To povtENo, ETUAEYOVTAG TO epdavilovral Ta Baoikd epyaleia XEpLoPoU otnyv 00ovn:

S
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Metakivnon (Move)

&

MNeplotpodn (Rotate)

KAlpoka (Scale) L

AT

Autopatog MpooavatoAlopog (Auto-orient) =

Nepwconn (Cut)

I

PCHAB WO h= | ®

EpyaAsia enefepyaciag povrélou oto Orca Slicer.

BApa 3: Npoetolpacia tng NAdkag EkTunwong

Ztn 6e€La mAsupa tng Stemadng, Ba Ppeite emAoyEg mou oxetilovral pe tn Stataén Kot TG puBUIoELS TNG
TIAAKOLG KOTAOKEUNC:

Adaipeon mAdkag: Mo kaBaplopod Kat véa apxn.

. , . , , , . |#
Autopatn otoixion: EvBuypapuilel cwoTd Ta AVTIKELLEVA TTAVW OTNV TTAGKA.

Opadikn taktomnoinon: TomoBetel MOAAA LOVTEAQ QUTOUOTA, EEOLKOVOUWVTOG XPOVO.

PuBuioelg mAAkaC: ALaOTACELG, TUTIOC KAl AANEC AEMTOUEPELEC.
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BAua 4: KAeibwpa Atapopdwong
Otav eiote kavomolnpévol pe tn Statagn kal Tig pubuioslg oag, pmopeite va KAELWOWOETE TNV MAAKA

TATWVTAG OTO £LKOVISLO TNG KAELSAPLAG @ ‘ETOL, QTOTPEMOVTAL TUXOIEG UETAKLVAOELG TIPLV TNV TEALKN
g€aywyn tTou G-code.



Tepaxiopog Apxeiwv (Slicing)

AdoU 0AOKANPWOETE TN pUBULON TOU POVTEAOU KOl TWV MOPAUETPWY EKTUTIWAONGC, TO EMOUEVO Bripa eival o
TEUAXLOUOC TOU LOVTEAOU OE OTPWOELC, WOTE va dSnuLoupynBel to apyeio G-code yla Tov 3D EKTUTIWTH.

Emttdoyég Tepaxiouov (Slice)

Mo va EEKLVAOETE TOV TEPOXLOUO, KAVTE KALK OTO avamtuooopevo pevou Slice Plate. Oa Bpeite 6U0 BACIKEG
ETUAOYEG:

Slice plate

Slice all

Slice plate

Slice All : Tepayilel 6Aa Ta povtéla mou £€xouv ¢poptwbel oto project oag, avefaptnTW Oe TOLO TIAGKOL
Bpiokovtad.

Slice Plate : Tepayilet povo to poviéla mou PBpiokovtal otnv tpéxouoa TAAKO €KTUMWONG, XWPLG va
eNnpedlel GAAa.

Mpoeniokonnon EKktunwong

MeTd tov TeEpaXLopO, peTafeite otnv KapTEAA Preview armo to emdvw pevou. Ekel pmopeite va:
Aeite avaAUTIKA TNV TTOPEia TNG EKTUTIWONC, OTPWGN TIPOC OTPWON

EAéy€ete Ta onpeia MARPWONG, TG KWVAOELG TOU akpoduaiou Kal T Xpron unootnpifewv
Evtomnioete miBava mpoBARaTa pLv EEKVAOEL N EKTUTIWON

H mpoemiokonnon eival éva moAUTHo epyaAeio ywa tnv amoduyr odboApdtwyv, ald Kol ywo T
BeAtioTomoinon Tou XpOVou Kal TG oLoTNTAS TNG EKTUNMWAONG.

®




MpoemokonNnon oTpwoewv o slice preview]

Eéaywyn n Augon Ektunwon
‘Otav €l0TE LKOVOTIOLNEVOL LE TNV TIPOETILOKOTINGN KO TIG pUBOUIoELG:
Matriote To kouuni e€aywyng G-code, otnv endvw Se€Ld MAeUpA TG 086VNG.

Mropeite eite va anmoBbnkeloste To apyxeio os kapta SD/USB, site va To oteilete ansuBeiag otov ekTUNIWTA,
av aUToG elval cuvbebepévod.

Eav emilé€ete dpeon ektUTWaON, UMOPELTE va mapakoAouBeite Tnv Mpoodo péoa amod TV eVOTNTA JUCKEUN
(Device) oto pevou. Ekel epdaviletal n KATAOTOON TOU EKTUTIWTI, OL EVTOAEG, KAl N TPOOSOC TOU TPEXOVTOG
£pyou.

Slice all Export G-code file
‘ « Line Type Print

| Time  Percent Used! Export G-code file

E€aywyn apxelou 1) oUvdeon e TOV EKTUTTWTH YL ALECT) EKTUTIWON.



Nponyuéveg Auvatotnteg tou Orca Slicer

To Orca Slicer dgv meplopiletal povo otig Paolkeg pubuioelg ektUTwoNG. AlaBEtel €va oUVoAo
TipoNYUEVWY epyaleiwy Babuovounaong, Ta omoia oag EMITPEMOUV Va BEATLOTOTIOLNOETE TTANPWG TNV
anodoon Tou 3D eKTUTTWTH KAl TWV VAUATWY OO,

Mevou BaBuovounaong (Calibration)

To pevou Babuovounong Bploketal oTo eMAVW-KEVIPLKO PEPOC TG Stemadng tou Orca. Avolyovtdg
TO, anoktate npooPacn o€ e¢elOIKEVUEVEG pUBUIoELG TOU oag BonBouv va PEPETE TOV EKTUTIWTH

oo¢ o€ kopudaia amnodoon.

—File D « » 'E:.}Calibration

f? © Prepare S P Temperature
Flow rate >

Pressure advance

3] Printer :
= Retraction test

Orca Tolerance Test

Flashforge Adventurer 5M 0.4 N More.. >

Bed type Tutorial

MNpoéoBaon oto epyaleio BabBuovounong HECW TNG KEVTPLKAG YPAUUNAG EPYAAEiWV.

Baduovounon Ospuokpaociac (Temperature Calibration)

AUTO 1o epyaleio oac BonBa va mpoodlopioete tn BEATIOTN Bepuokpacia e€wBnong yla kaBe TuMo
vApatog. Me tnv emloyn "Oepuokpacia:

Temperature calibration X
Filament type
@ PLA O ABS/ASA
O PETG OTPU
OPA-CF O PET-CF
O Custom
Settings
Start temp: 230
End temp: 190
Temp step:
| Ok |

EmAéyete To vijpa tou xpnotuornoleite (r.y. PLA, PETG).

Opitete Beppokpaocia Evapéng, AnEng kat to Bripa aAlayng (m.x. kabe 5°C).



PUduion Porc¢ YAwkoU (Flow Rate Calibration)

H 8eUtepn onuavtiky duvatotnta eivat n Paduovounon tng pong uAwkkol (Flow Rate). Auth
kaBopilel mooo vApa e€wBeital mpaypaTikd, o€ cUYKPLON E aUTO Tou "Vouilel" 0 EKTUTWTNAG OTL
e€wOEeL.

Marti elvatl onpavtikod; Emeldn akopa Kal UKPEG AmOKALOELG UTTOPEL VO TIPOKAAECOUV:

o unepPoAikn e€wbnon (unepxelioelg, BoAr AemTopépeLa)
e 1 unoefwBnon (keva, aduvapa TowpaTa)

Me auTo To epyaAeio, UMOPEITE VA TUTIWOETE €val ATTAO SOKLUAOTLKO AVTIKEIHEVO (OTWC £vag KUBOG),
VQ LETPNOETE TO MAXOG TWV TOLXWHATWY TOU UE TIOXULETPO KL VO TIPOCAPUOCETE XELPOKIVNTA TOV
puBbuo ponc (flow rate) wote va talplaletl akpLPwe.

Baduovounon Pressure Advance — E§untvn Awayeipion Misong E§éwdnong

MeTd tn pUBULON Tou pUBUOU PoNgG, Kia akopa kKpiolun Babuovounaon nmou npoodEpel to Orca Slicer
elval to Pressure Advance (| “mpowBnon mieong”). Mpokettal ya évav €EUTIVO UNXAVIOUO TIOU
BonBa Tov EKTUTIWTH VAL AVTLOTAOUIIEL TIG EOWTEPLKEG TILECELG OTO VALO KATA TNV £€wOnon.

Tu elva to Pressure Advance;

KaBwg to vipa petadépetal péow Tou akpoduaiou, dnuloupyeital mieon. Otav n kepaAr Kveital
amoTopa (T.X. EEKLVA 1 OTOUOTA ATOTOUA TNV EKTUTIWON ULAG YPAMUAG), N Tiieon auth Umopel va
TIPOKAAECEL:

e YrepBoAwr e§wbnon otnv apxn pag ypoupng
e AlappoEc Kat “YopSEc” (stringing) otav n e€wbnon Sev otapatd Eykalpo
e Avopolopopdeg akpec | BoAr AsmtopépeLa

To Pressure Advance puBuilel autopato ToV TPOTIO UE TOV OTOoLo EEKLVA Kal OTAUATA N POor Tou
VAUOTOC, tpoocapuolovtag tn pon Ue Bdon Tnv taxvtnta Kivnong tou akpoduaoiou.

Aokwun Retraction (AvakAnon viuoatog)

H ok avakAnong oac emITpENeL va mpoodlopioete tn PEATIOTN amootacn enavadopag
(retraction) yla Tov EKTUTIWTI) 00G, WOTE VA LELWOETE paLvOpevVa OMwC stringing kot dripping.

Otav emilé€ete tn Sokiun, epdaviletal éva mapdbupo StaAdyou OoU UTTOPELTE va OploETE:

e APXIKO UNKOG avakAnong (start)
e TeAko pnkoc (end)
e Brjua avénong (step)

Mrmopeite va EEKLVIOETE E TIG MPOTEWVOUEVEC TIMEC (0 €wWC 2 mm) KoL VOl TIPOCAPUOCETE avaloya
LLE TO ATIOTEAEOUATA TNE EKTUTIWONC TOU LOVTEAOU TIUPYOU.



Aokwun Avoywv (Tolerance Test)

H Sokun avoxng alohoyel moéoo akpPng eivat o 3D EKTUTIWTAG 0O OTLG SLOOTACELG.

MEéyiotog PuSBudc Ponc¢ (Max Flow Rate)

Autnh n dokun oag BonBa va eVTOTIOETE TN HEYLOTN ToXUTNTA £€WONONG TTOU UMOPEL va ETILTUXEL O
EKTUTIWTNG 00 XWPLG va emnpealetal n moLotnta.

PuBuiote To €UpoC TaxuTATWY (OYKOC VAROTOC ava SeUTEPOAETTO).

EKTUMWOTE TO HOVTIEAO Kal moapatnprnote mol apxilouv va epdavilovtal opalpata, OnMwg
OLOUVETIELOL OTOL OTPWHOTO 1} KEVAL.

H péylotn puBulopevn taxuTnTo ITPLY artd TNV amotu)ia elval To 6pLo e€WONGCNG TOU EKTUTTWTH COC.

Aokwun VFA (Vertical Fine Artifacts)

H dokwun VFA (Katakdpuda Omrtika EAattwpata) cag Bonba va Bpeite tnv bavikn taxvutnta
EKTUTIWONG WOTE VO PELWOETE TPOPANUATA OMWCE MIKPEC OQUAAKWOELS 1) TOAOVIWOEL OTa
KaTakopuda ToLWHATA.

Y10 mapabupo pubuicewv punopeite va kabopioete:

e Taxutnta évapéng
e Tayxvutnta ARG
e Brua petafoAng

To ektunwpévo povtélo Seixvel opata os mola toxutnta e€adavilovral Ta eAattwpata, divovtag
oG TNV Wavikn pudulon yla kabapo anoteAeoua.

Exact Wall - AnoAutn akpiBela otoug toixoug

TéNog, €va povadlkd xapaktnpLotiko Tou Orca eival n Aettoupyia Exact Wall. Auti n duvatotnta
€€aodaAllel OTL TA TOLXWHATA EKTUTIWVOVTAL LE OMOAUTN CUVETELA OTLG SLAOTACELG.



PuBpuiosig ektunwong

PuOuioelg molotntag

YYog Ztpwuarog — Tt Eivau kau Mw¢ Na To Puduicete

To U o¢ otpwpatog kabopilel To maxog KABe oTpwong UALKOU Tou adrivel o 3D EKTUTTWTAG KATA
™V ektunworn. Oco HIKPOTEPO eival To UYPoG, TOOO MO AEMTOPEPNC KOl OHOAN €lval n TeALKNA
TP AVELA — ELOIKA O KOUTIUAEG 1) KEKALUEVEC EMLPAVELEG, OTIWG N Kopudn pLag odaipag. Qotoco,
HLKPOTEPO U OC ONUOLVEL TIEPLOCOTEPEC OTPWOELG, AP KOL LEYAAUTEPN SLAPKELO EKTUTIWONC.

0.2 mm

0.1 mm



MNw¢ va emAEEETE TO CWOTO UPOC OTPWLATOC

H BéAtiotn Tun e€aptatal kupiwg anod tn SLapeTpo Tou akpoduciou (nozzle). MNevikd oxVeL o €RG
kavovag: To UPog otpwpatog Sev mpémel va untepPaivel To 80% tng SLAUETPOU Tou akpoduaiou.

Mo mapddelypa:
Me akpoduolo 0,4 mm, To HéYLoTo UPOC OTPWHATOC TIPEMEL va elval epimou 0,32 mm.

To gldyloto mpaktika aflomioto UPog ivat yupw oto 20% tn¢ Stapétpou, dnAadn mepimou 0,08
mm yLa akpoduoo 0,4 mm.

Av 10 otpwpa eival TMOAU AemMTO, O KTUTIWTNG evOéxetal va pnv ewbel otabepd UALKO,
TIPOKOAWVTAC OVOLOLOHOPpdO OTPpWHATA I} opaTd eAaTTwUATa oTnV emipavela. Emiong, os moAu
vPNAEG TaxLTNTEG, UMopel va epdavioTolv Tepiepya potifa oTIC TAEUPEG TNG eKTUMWONG (TLX.
"Papokokalo").

JupBouAn: Av Seite TETOola EAATTWHOTOL:
Auénote ehadpwc To UPog oTpwpatod (.. and 0,08 mm og 0,12 mm).

MELWOTE TNV TOXUTNTO EKTUTIWONG.

& Layer height
0,1

Initial layer height 0,2

‘Yipoc Mpwtou Etpwuarto¢ — Kpiowo yia KaAn Mpoopuon

To MPWTO OTPWHA ELVOL TO TILO CNUAVTLKO yLa TNV EMLTUXIA TNG EKTUTIWONG. AV 8gV KOAANOEL CWOTA
OTO KPEPRATL, UTIAPYXEL LEYAAOC KIVOUVOG aITOKOAANGCNG 1) LETAKIVNONG KOTA TNV EKTUTIWON.

H mo otaBepn puBulon eival va opioete to LYPOG TOU MPWTOU OTPWHATOG 0To 50% — 65% NG
SlapETpou tou akpoduaoiou. MNa mapddelypa:

Me akpoduolo 0,4 mm, puBuiote To mpwto otpwpa ota 0,20 €wg 0,26 mm.

‘Eva mo "maxv" mpwto otpwpa (r.x. 0,25 mm) ival Mo aVEKTIKO OE PLKPEG avopolopopdleg TG
eMLPAVELAC KATAOKEUNG | AV O EKTUTIWTAG 00G EXEL UIKPEC amokAioelg oto Uog (Z-offset).

Amo¢uyete TOAU PeYAAO PwTo oTpwia ( >65% NG SLapETpou), yiati pmopel va pelwBel n moldtnTa
npododuonG Kal va EXETE ATTOKOAANCELG.



MAartog Mpapuunc (Line Width) — Tu Eivau kat Mw¢ Ennpeadel tnv EKtunwon

To mAdtog ypapung kabopilel moco papdid eival ta «povordtia» Tou UAKoU Tou e€wbouvtal amnod
TO aKpoPUOLO KOTA TNV EKTUTIWOTN. AV Kol emMnpealetal apeoa anod tn SLAPETPO Tou akpoduaoiou,
TO TAATOC Urmopel va pubuilotel yla SladopeTikd TUAMOTO TNG EKTUMWONG WOTE va PeATlwOeL n
moLotTNTa, N akpifela i n avroxn.

levikéc PuBuioeic & Tiuég

Tumiko eVpog: 100%—150% tng Stapétpou tou akpoduaiou.

M.x. yta akpoduolo 0,4 mm, To MAATOC YPAUUNE KupaiveTal cuvABwg amoé 0,40 mm £€wg 0,60 mm.
MikpOTEpPO TTAATOC TTPOOohEPEL KAAUTEPN AEMTOUEPEL KOL OKPiBELaL.

MeyaAUTepO MAATOC TPOCPEPEL LOXUPOTEPA OTPWHOTA KL TILO OOLOHOpdN GUYKOAANON.

ElSkég Meploxég & Mpaktikég Odnyleg
MpwTto oTpwua
KaAo eival va sivat Atyo o ¢apdu yia va KoAARoeL KaAUTEpA 0To KpePaATL.

Mpotewvopuevo: ~120-140% tng Stapétpou akpoduaoiou.

E€wtepika Tolywpata
Xpetalovtal peyaAUtepn akpifeta kot kaBapotnta.

JUVIOTWHEVO TIAATOG: 105% yla KaAn Aemtopépela, €éwg 120% yla LovTEAQ e TposEOXEC.

Ecwtepkd Tolywpata
MpotepaldTNTA OTNV AVTOXN KOL TN CUVOXH.

Mpotewvopevo: 120%—130% yLa eVIOXUUEVN avToxh Kal TaxUTEPN EKTUTIWON.

Endvw emupaveleg
AmattoUv AEMTOUEPELD KL OMOAOTNTAL.

[6aviko mAdtog: 100—-105% yla kaAUtepn emidavela kat Aemto pviplopa.

Apatn mAnpwaon (Sparse Infill)

Emnpeddel TNV OMTLKNA TIUKVOTNTA TOU ECWTEPLKOV YEUIOUATOG.



Mpotewvopevo: ~120% yla KAAO amoTEAEGUA LE ALYOTEPO UALKO.

Itnplypata (Supports)

Xpnoluormoleital otevo MAATOG yla va adatpouvtol eUKOAA.

Mpotewvopevo: 100% ) Alyotepo yla aoBevéotepn npooduon.

JupuPoulég BeAtiotomnoinong

MNa avtoxn: PUBUoE Ta TAATN TWV ECWTEPLKWY
TOLXWHATWY KoL YEULOPATWY o€ 120-150%.

MNa kaAn eudavion: Awoe €udoon ota efwTEPLKA
Tolwpoata e TAGtog 105-115%, kot €Aadpwg
XOUNAOGTEPN TaXVTNTA yLa KAAUTEPN AEMTOUEPELQ.

MNa KaAutepo €Aeyxo TNG pong: Alatripnoe mapopola
TMAATN KoL TOXUTNTEC OE TIEPLOXEC HE OUVEXOMEVN
e€wbnon, wote va punv TiEletal UTEPPBOAKA O
e€wbntnpag.

= Line width

Default 042 mmor%
Initial layer 0.5 mm or %
Outer wall 0,42

Inner wall 0,45 mm
Top surface 0,42 mmor%
Sparse infill 0,45 mmor%
Internal solid infill 0,42

Support 0,42

0onyoc Mharovg I'pappnic yro Akpo@voro 0,4 mm

Ieproym Yvvietopevo [TAdartog

Tv Enpaiver / ol

Extonmong

I'poppng

MpdTo otpdpa 0,48 — 0,56 mm (120-140%)

KoAvtepn mpdoeuon oto kpePartt

E&co‘t,,'spuca 0,42 — 0,48 mm (105-120%) Kon ksnr()’uspsw KOl ELOAVIOT), EWOKA
TOY(AONATA o€ TPOEEOYES

LS AT 0,48 — 0,52 mm (120-130%) | |OX0POTEPN dop Kaw ToordTepn
TOY(AONATA EKTOTMON

Endvo smeaveieg | 0,40 — 0,42 mm (100-105%)

Oparo tedeiopa kot kabapn

- — 0
(Supports) 0,36 — 0,40 mm (90-100%)

AemTopépELla
Apa_m Tpoon 0,48 mm (120%) ZTOLGSE)O véuopa pe BEATIOTN ¥pron
(Infill) VAKOV
Zv%mayng 0,48 — 0,52 mm (120-130%) Alzvom] KOl GOUTTOYNG ECOTEPIKT
Tpoon gvioyvon
Yanpiypota

EvkoAdtepn amokdOAAnon




Papn — T eivat kot nwe tn Staxeipl{opacte

Katd tnv ektunwon (ektog Asettoupylag omnelpoetdoug Balou), kabBs oTpwua EEKIVA Kal TEAELWVEL
KArmou. Ekel dnuiovpyeital n padn — éva onpeio 6mou GalVETAL PLO KUIKPN EVWON 1) KYPAUUAR» OTLG
TIAEUPEG TOU HOVTEAOU. Av Sev pubpuLoTel cwotd, umopel va eivatl avtialodntikn ) va anmoduvapwoet
TO KOUMATL.

KUpleg PuBuioelc Padng
@¢on padng (Seam position):
Itoixwon (Aligned): PaBet otnv idla, kpudr mAeupa kabe popd. KaAo yia epdavion.

e [lAnoléotepo (Nearest): PABeL 0TO KOVILVOTEPO CNUELD ATTO OTIOU TEAEIWOE TO MPONYOULEVO
otpwia. TaxUtepo, aAAd UMopEL va elval aKATAoTATO.

e [liow (Back): PaBeL mavta oto micw PEPOG TOU LOVTEAOU.

e Tuyxaia (Random): PaBel oe dladopeTika onueia kaBe otpwpa. Asv paivetal Evtova, aAld
KAVEL TILO TpOLA eTLdAVELA. 16AVIKO Lol AELTOUPYLKA KOUUATLA (TL.Y. TTElpOUG).

KAtpnakoUpeveg ecwteplkég padeg (Inner seam staggering):

AN\AZeL T B€0n TNG padrC OTOUC ECWTEPLKOUC TOLXOUC VA CTPWHA, WOTE va PNV ototyilovtat pe
TIC EWTEPLKEC. AUTO BEATLWVEL TNV AVTOXI) KOL TN OTEYAVOTNTA TOU LOVTEAOU.

Seam gap (Kevo padnc):
PuBuileL tnv anmdotaon petafy apxng kot t€Aoug tng e€wbnonc.
Mkp0 kevo (0-15%) = Ayotepo opatn padn.

Meyaho KevO = HeLWVEL TN SLOyKwaon, oAAA pUmopel va paivetal mePLOCOTEPO.

Wipe on loops (2koUTiopa otoug Bpoxouc):

To akpoduoo "tpafiEtal” ehadpw mpog ta péoa oto TéAog kabe Bpdxou, wote va "kpuel" Tnv
apxn/téloc g padng. Mewwvel tnv kopdovid Kat thv urepeéwOnaon.

ZKOUTILOUO TIPLV OTTO EEWTEPLKEG TIEPLUETPOUG:

To nozzle "kaBapiletal" mpwv Eekvnoel N eEWTEPLKA YPAUUN, YO va pnv EEKVAOEL e "UmoOAkn"
e€wBnon kat va ¢aivetal kabBapod To TEAElwUa.



Taxutnta okouniopatog (Wipe speed):

Mmopel va eival otaBepn ) va mpooapuodletal avaloya pe T Asttoupyia. Mpotipnoe va eivat idla
N eAadpwg UKPOTEPN ATIO TNV TOXUTNTA EKTUTIWONG.

2upBoulgg xpriong

Vv [ KaAUtepn gpudavion Seam: Aligned ) Back + Wipe on Loops
Vv [ KaAUtepn avtoyr Seam: Random + Inner seam staggering

Vv [ Antokpudn padng Seam Scarf (av umootnpiletal)

Vv [l Mikpotepn Stdykwon  PUBuLos to Seam Gap (r.x. 10-15%)

[] Seam
Seam position Aligned

Staggered inner seams

Seam gap 10%
Scarf joint seam (beta) None
Role base wipe speed

Wipe speed 200

Wipe on loops

Wipe before external loop

PuBpioeig Taxutntag

Initial Layer Speed (TaxUtnta npwtou oTPWUATOC)

AuTH n puBuLoN eAEyXELTIOCO YPYOPA EKTUTIWVETOL TO TIPWTO OTPWHO TOU HOVTEAOU.
JuvnBwg elvat TOAU xapunAdTepn amo TV TaxUTNTO TWV UTIOAOLUTWY OTPWHATWV.
BonBa to uALKO va KOAROEL oWOoTA oTo KpePBATL Kal va amodeuyxBel n amokOAAnaon.
Juotrvetal: 15-30 mm/s (avaAoya pe TO UALKO KOL TOV EKTUTIWTH).

ZupBouln: Av €xelg mpoPAnuata npéoduong, XAUNAWOE aKOUA TIEPLOCOTEPO TNV TLuA (r.x. 10-15
mm/s).



Other Layer Speed (Taxutnta unoAotnwy oTpwUATWY)
AuTi n pUBULON EAEYXEL TNV KUPLA TAXUTNTA EKTUTTWONG YLOL OAX TAL OTPWHATA PETA TO TTPWTO.

Ennpedlel apeoa Tov XpOVo EKTUTWONG KAL TNV TOLOTNTA ETULPAVELAG.

YUnAdtepn TaxutnTa = ypnyopotepn KTUTWON oAAA AlyOTePn AEMTTOUEPELQL.
XoaunAdtepn taxuTnTa = KOAUTEPN TIOLOTNTA OAAQ TEPLOGOTEPN WPA.
Juothvetalt:

40-60 mm/s yLo. AenTopEpr) EKTUTIWON

80-120 mm/s yLa AELTOUPYLKA KOUUATLO/Yypryopn EKTUTIWON

150+ mm/s povo yia oAU KaAd puBULOPEVOUC EKTUTIWTEG

Speed
(@ Initial layer speed
Initial layer 50
Initial layer infill 80

Initial layer travel

speed 100%

Number of slow
ayers

(#) Other layers speed

Outer wall 200
Inner wall 300
Small perimeters 50%
Small perimeters 0
threshold

Sparse infill 270
Internal solid infill 250
Top surface 200
Gap infill 200
Support 150

EéoucdAuvon Puduou Eéwdnong (ERS) — T Eivau kait ote Xpnowuomnoteitail

H E€opdAuvon PuBuol E€wBnong (r Extrusion Rate Smoothing) BonBad tov ektunmwtn va KAVEL Lo
OMAAEG UETABAOCELS OTIC POEC MAAOTIKOU, HELWVOVTOG Ta TPOoPARUATA TTOU TpOoKaAouvtal oo
QTOTOMEC aANAYEC TaxuTNTAg 1 Tieonc. Elval tdavikn ylo eKTUTIWOELS e VP NAEG TaxUTNTEG Kal
€VTOVEC EMITAXUVOEL,, OTOU TOo ouotnpa £Ewbnong Sev mpoAafaivel va TPOCAPUOOTEL OTLC
OUTOLTI OELG.

MNatt Eival Xprowo



e Melwvel Ta opatd £OYKWHATA OE TOLXOUG.

e BonBad otnv akpifela tng e€wBnong otav o e€wbntApag dev mpoAaBaivel va avtanokplOeL.

e BeATlwVEL TNV MOLOTNTA EKTUTIWONG OE UOVTEAQ HE AEMTOUEPELEG, ATOTOUEG AAAAYEG N
TPOEEOXEG.

Tiva Mpooé€elg

To ERS nmpénel va cupPadilel pe TNV EMITAXUVON TOU EKTUTIWTH. M.X., AV 0 EKTUTIWTAG EMIBpadUVEL
apya (xapnAn emtayuvon), unv opilelg moAL avotnpo ERS, yiati dev Ba €xel vonua.

Ennpealetal emiong ano:

e To MAxog yPAUUAG Kal UPOG OTPWaONG
e Tnv mpowbnon nieong (Pressure Advance)
e Tov opaAo xpovo (Smooth Time) av xpnowuomnoleig Klipper

MoTe va To XPNOLUOTIOL)OELG
Otav epdavilovral avwpaAieg os mpoefoxeg N e€wtepilkolC TolXouG.

Otav xpnotpomnoteic uPpnAég taxutnteg (r.x. >150 mm/s) kat BAEMELS TPOBANHaTO TTOLOTNTAG.

EvoelkTikég PuBuioelg
Mo EKTUNTWTH HE emtdyuvon ~2000 mm/s?, pwa tiur) ERS 100-120 mm3/s? ivat ouxva apketr.

Mnv B€TELG TN PEYAAUTEPN OO TNV TIPAYHATIKH LKavoTnTa Tou extruder, yiati dev Ba fonBnosL.



Ynootnpiypata (Supports) oto OrcaSlicer

To OrcaSlicer mpood£Epel MPONYUEVECG KoL EVEAIKTEG EMAOYEG Yl UTtOOTNPlypata, ou Bonbouv
OTNV ETUTUXNMEVN EKTUTWON TIOAUTIAOKWY QVTIKELUEVWY UE TIPOECOXEC N YEWMETPlEG Tou Oev
umopoUV va otafouv HOVEG Tou.

Baowkég PuBuioelg Support

PUOuON Nepwypadn

Generate Support Evepyomolel i amevepyomnolel Ta umtootnpiypata.

Ermtloyny meploxng dnuoupyiag (m.x. Everywhere - mavtou N

S t Pl t , . .
tpport Flacemen Touching Buildplate - povo amnoé tn Baon).

OpiteL T ywvia mavw amo tnv onola to slicer Ba Bewproel OTL

LT E LT anatteitat support. M.x. 55° elval pia KaAn apxLkn Tn.

OplileL tnv mukvotnNTa TWV UTOOTNPLYHATWY (TX. 10-20% yLa

Support Density gUKoOAN adaipeon, 30%+ yla KAAUTEPN OTNPLEN).

Amnootaon MeTafl avilkelévou Kkal support. H avénon tng

Z Dist : 5 '
Istance BonBd oto eUKOAATEPO EEKOAAN AL

XY Distance Oplovtia anootacn KETAEL AVILKELLEVOU KAl UTIOOTNPLYLATWV.

2x€d10 yepuloparog (Grid, Lines, Concentric K.ATt.) Tou ennpedlet

Support Pattern N otaBepotnta kat Tnv adaipeon.

Anpoupyel pa mo Agta emipdavela PeTafl QAVIIKELUEVOU Kol

| f L . .
Support Interface Layers support, SteukoAUvovtag TNV armoKOAAnon.

‘E€unvec Aettoupyieg (Smart Features)

Tree Support (Aévtpa umootnpiéng): Mapdupola pe Tt unootnpiypata tou Cura, Me
BeAtiotomoinpuéva kKAadLd mou otnpeilouv TO QVTIKEIPEVO PE €AAXLOTN XPHON UALKOU Kol €UKOAN
amopakpuvaon (urtootnpiletal os veotepeg ekdooeLc tou OrcaSlicer).

Support Painting: Zou emutpémnel va oploelg xelpokivnta (e mvélo) mou akplBwg va tonoBetoluvral
1 va aItoKA€lovVTaL UTIOOTNPLYHOTO TIAVW OTO HOVTEAD — LOAVLKO Yl AETITOUEPN EAEYXO.

Auto Support: Anpoupyet avtéopata supports pe Baon tn ywvia kat tnv tonob£tnon.



JupBoulég yia 16avika Support

Xpnowuomnoinoe Touching Buildplate yia Ayotepa onueia emadrg pe To HOVTEAO.
PUBuLoe to Z Distance og 0.2 — 0.3 mm ywa PLA kat eUkoAn amokoAAnaon.

Mo AETTTOUEPELEG 1) LLKPA QVTIKELHEVQ, Evepyomoinoe Support Interface Layers.

Av xpnolpomolei¢ SUtAG extruder, UMOPELG VA EKTUTIWOELG T support pe SLaAUOUEVO UALKO (TT.X.
PVA) yia kaBapo amnotéAeopa.

2
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Infill (eowtepkAg MANPwWoONC)

210 OrcaSlicer, oL puBuioelg Infill (ecwTtepikng MARPWONG) eMnpealouv Aueoa:

e Tn SouLKA avtoxn Tou HOVTEAOU
e Tov XpOvo EKTUTIWGCNG
e Tn xpnon uAkou

Tumou Infill (Infill Patterns)
Grid (MAéypa):
Fpriyopo, armAo Kat KaTAAANAo yLa YeviKN xpron.

[6aVLKO yLa SLAKOOUNTLKA ) N AELTOUPYLKA PEPN.

Gyroid:
MoAU KOAO yLot UNXAVIKA LEPN — LOXUPO KOl EAAOTLKO.

KaAr oopportia avioxng Kat UALKOU.

Cubic / Cubic Subdivision:
Alvel loopepn otApLen amod OAEC TIC KATEVOUVOELC.

[6aviko yla peyala i AELToupyLka e€optrpata.

Triangles / Tri-Hexagon:

AvOekTIKO o€ SuVAUELS, LOaVLKO yla PEpN Tou udlotavtal ieon.

Lines:
E€alpeTikd ypriyopo aAAd pe XaunAnR KNXavikny avioxn.

Xpriowo ylo eAadpld KOPPATLIO | LOVTEAQ Ttapouciaonc.



Inuavtikég PuBuioelg Infill

OTO MAVW UEPOG

PUOuLON Nepypadn MNpotewvopeveg TIHEG
. . . oo . B
Infill Density H%JKVOTI']TOL n)\npwo’nq. Emtnpeadet to | 10—-20% yLa V&VL'KI'] xpnon, 40
Bdapog kat TNV avtoxn. 100% yLa avtoxn
. , , Gyroid 1} Cubi A y
Infill Pattern Tunocg yewpetplag (BA. mapanavw) MZ;OHI 1 LUbIC YL AsLTOUpyLKQ
Top Layers ApBLOG TANPWG YEUATWY OTpWOEWY 4-6 yLa KoAn emipavela

Bottom Layers

Onwg mavw, aAAd yLa To KATw UEPOG

4-6

Infill Overlap

Mocooto emkaAuyng infill Ta

TLEPLYPAATA

JE

10-30% (yLot KaAr) cuyKOAANoN
LE Ta EWTEPLKA TOLXWHATA)

Infill Layer Height

YPog otpwong tou infill, av BéAelg va
elval dLadpopetiko

100% Ttou layer height 0
TIEPLOCOTEPO YLaL YPNYOPOTEPN
EKTUTIWON

Mponyuéveg Emiloyég

PUOuLoN

Infill Before Walls

Nepypadn

Ektuntwvel to infill mpv anod ta meplypdppata — XprioLo yla KaAUTepn

npooduon

Combine Infill Every
N Layers

Erutpémnel tnv ektunwon infill kaBe 2—3 oTpwoELg yla emitdyuvon Tng
ekTUTIWONG (oupPatd pe peyada layer heights)

Adaptive Infill

MELWVEL TNV TIUKVOTNTA OE TIEPLOXEC TTOU SeV XPELALETOL, UELWVOVTOC

XPOVO Kol UALKO

MPAKTKEG ZUUPBOUAEG

Mo AELTOUPYLKA PEPN:

Xpnotuornoinos Gyroid, 25-40% mukvotnTa, UE KaAn eTikaAun.

Ma dtakoounTka n prototypes:

Xpnowornoinoe Lines i Grid, 10—-15% mukvotnTa yLa ToxUTNTA KL OLKOVOULQL.

MNa evkoAn adaipeon supports:

PUBuLoe TV nukvotnta infill oTo KATW PEPOC WoTe va uTtootnpilel KaAUTEpA EMLPAVELEC.




& Infill

Sparse infill density 15 %
Sparse infill pattern EGrid
Sparse infill anchor length Concentric
:na;i]r:rum length of the infill @ Rectilinear
Internal solid infill pattern E Grid
Apply gap fill @ Line
Filter out tiny gaps E Cubic

% Advanced B Triangles
Infill/Wall overlap ﬂ Tri-hexagon
Infill direction

fH cyroid
Bridge infill direction

B Honeycomb
Minimum sparse infill
threshold E Adaptive Cubic
Infill combination Aligned Rectilinear
Detect narrow internal solid
infill a 3D Honeycomb
Ensure vertical shell Hilbert Curve
thickness

Archimedean Chords

e Octagram Spiral

B Infill
Sparse infill density 15 %
Sparse infill pattern &m
Sparse infill anchor length < 400%mm or %
gdna:"r;\rum length of the infill o2 ok
Internal solid infill pattern N\ Monotonic
Apply gap fill - Everywhere
Filter out tiny gaps 0,5

@ Advanced
Infill/Wall overlap 15 %
Infill direction 45 "
Bridge infill direction 0
ml::sr?;rlz sparse infill 15 -
Infill combination ]
Petect narrow internal solid
infill
Ensure vertical shell 2ol

thickness




15% Grid 50% Grid

15% Triagles 15% Honeycomb




OrcaSlicer — PuBuiCELG yLa TOUG EKTUTIWTEG TTIOU £XOUV £pOeL ota oXoAeia pe PLA

General (Fevika)

Printer: Movtého Ektuniwtr (mpdoBece Tov xelpokivnta av Sev umtapyetl)
Filament: PLA

Nozzle diameter: 0.4 mm

Layer height: 0.2 mm (ywa KaAn Loopporia molotnTag/TaxutnTag)

Speed (Taxvtnteg)

Initial Layer Speed 20 mm/s

Wall Speed (perimeter) 60 mm/s

Outer Wall Speed 50 mm/s

Inner Wall Speed 70 mm/s

Infill Speed 100 mm/s
Top/Bottom Speed 50 mm/s

Travel Speed 200 mm/s

Bridge Speed 40 mm/s

Max Print Speed 150 mm/s (aopahég)

Temperature (Oeppokpaoieg)

Nozzle Temp 210°C (ywa PLA)
Bed Temp 60°C

Initial Layer Nozzle Temp 215°C

Initial Layer Bed Temp 65°C

Acceleration / Jerk
Acceleration 3000 mm/s?
Initial Layer Acceleration 1000 mm/s?

Max Jerk (X/Y) 10 mm/s



Cooling (W0&n)
Fan Speed after 1st layer 100%
Initial Fan Speed 0%

Enable fan on 2nd layer (NALI)

Adhesion (Mpoécduon)

Skirt: Yes, 3 ypappég

Brim: Optional, pévo av €xelc mpoBAnuata He warping

Raft: OxL anapaitnto yia PLA

ELSLIKA Yo paKTnPpLOTIKA
Pressure Advance: Av xpnoluomnoleig Klipper firmware, puBuioe avaioya (m.x. 0.03 —0.06).
Input Shaper / Orca Al: Av untootnpiletal, evepyomoinoe ta yla Alyotepoug Kpadaououc.

Extrusion Rate Smoothing: Av Bgg, umopeic va tnv evepyomotroetg pe T 10-15 mm?3/s? yia mo
otaBepn pon o€ TOAU ypryOPEC KLV OELG.



MHIEZ

https://orca-slicer.com/

https://www.tomshardware.com/3d-printing/how-to-use-orca-slicer

https://github.com/SoftFever/OrcaSlicer/wiki



