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1 Introduction

Simplify3D is software to control your printer and prepare your 3D files for printing. Please read this quick start manual and benefit from:

- Best prints in the least amount of time.
- Essential tips and tricks for 3D printing.

For more in depth information about simplify3D or 3D printing in general, go to the following resources:
www.FELIXprinters.com
www.Simplify3D.com

If you are unable to continue or have any questions, you can check at the support section of our website or you can contact us directly:
Website: www.felixprinters.com/support

Email: support@felixprinters.com
Telephone: +31(0)30 30 31 387
Address: Zeemanlaan 15, 3401MV lJsselstein, The Netherlands
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3 3D printing process overview

The process from design to printed object at a glance
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Import STL file Slice it in thin layers

Simplify3D software The object is cut in thin

generally accepts STL files. layers and paths are
calculated per layer for

printing.

Print

The printer will
extrude filament on
the calculated path,
layer by layer.




4 Install Simplify3D

4 Install Simplify3D

v Download and Install simplify3D, follow instructions on the supplied voucher card to
activate your product.

Introduction
This wizard will help configure the Simplify3D
Software for your 3D printer, You can return to

this wizard at any time by gaing to Help >
Configuration Assistant.

v" Run simplify3D

v' Press Cancel when the configuration assistant pops-up after startup of the program.
Use the printer settings (slice profiles) provided by FELIXprinters. They are most up
to date and give best print results.

Please select yayr printer from the list below. If
your printer is ni ted, plegf¥ choose "Other™,

[~ select Prim:e% -

Simplify3D"
Integrated

Software
Solutions

v Getslice profiles from:
e  SD card provided with the printer.
o  Go to folder Software\Simplify3D

o  Locate the *fff file corresponding to your printer. <Back MNext >
e  Download section FELIXprinters website, www.felixprinters.com/downloads
o  Go to folder Software -> 3_Simplify3D. Press right mouse click and FELIX
choose save as... on the fff file for your printer. R '
File Size Last Modified
1. - 2017-02-21 21:28:21
IMPORTANT . old 2017-07-06 14:55:44
Please note that using correct slice profiles for your B FELIX 3 Series - 20170701 4 oa51Ke 2017.07.06 14:55:41 @
printer is essential for successful 3D printing and I LK ProSeres 0170701 1 GTRMR | 2017070614501 ©

2016-11-0113:37:03 @

stable operation. B Tutorial - Printing

Save fink as..

R


http://www.felixprinters.com/downloads

5 Import slice profiles

5 Import slice profiles

1. After opening Simplify3D choose File and then
import FFF profile.

2. Navigate to the * fff file for your printer and open it.

3. Anew window will pop-up with printing process
settings, for now press OK.

WARNING:
Make sure to use correct slice profiles. It can

make or break your 3D print/printer.

Edit View Mesh Repair Tools Add-l
New... Ctrl+MN
Open Factory File... Ctrl+0
Save Factory File... Ctrl+5
Save Factory File As... Ctrl+Shift+5
Recent Factory Files L4
Import FFF profile
Export FFF profile
Import Models Crl+|
Export Models L4
Recent Models L4

Preview G-Code File...

Exit

C]

Organize +

= 4 L+ sliceprofile simplify3D
New folder

T Faverites
B Desktop
22 Dropbox
18 Downloads
] Recent places

B on

~ O Name

| FELIX Pro Series - 20170701 fff

v <

v ¢ | Searchsliceprofile simplify3d 0

= [0 @

Date modified Type

7/6/2017 2:48 PM FFF File

File name:

FELIX Pro Series - 20170701.fff

v | | settings Fles [~ *.gcode “arr v |

e

Size

>

Process Name: |Process].

Select Profile: | FELDX Pro Series - 20170701

" |Update Proﬁ\el ‘Save as Mew | ‘ Remaove |

Auto-Configure for Material
0
General Settings

Infill Percentage:

Show Advanced ‘ ‘ Select Models |

Auto-Configure for Print Quality

ety Gy ] (6 8]

0%

Auto-Configure Extruders

|Left Extruder only

[] include Raft

[ ]

Generate Suppart

Cancel




6 Import STL file

6 Import STL file

v' Press the import button to import an STL file.
v In this example, we take the FELIXprinters_gadget.STL, locate
this file on the supplied SD card or get it online.

File Edit View Mesh Repair Tools Add-lns A

Models {double-dick to edit)

| 'erort | 'Remove

| Ei Center and Arrange |

Processes (double-dlick to edit)

Mame Type
fProcessl FFF

| Fa || Poee |

| ? Edit Process Settings |

| o Prepare to Print! |

e ... =

T L v sliceprofile simplify3D v | | Searchsliceprofile simplify3D 0
Organize ~ New folder =~ M @
% Eavorites A [ Neme . Date modified Type siz
B Deskiop |[#18 FeLiXprinters_gadget.STL 2/25/2015 1229PM 3D Model Files
23 Dropbox
|l¢ Downloads

% Recent places

v o< >

v| [3DModels (“sti “obj *3mf) v

File name: | FELIXprinters_gadget STL

File Edit View Mesh Repair Tools Add-ns Account Help
Models (double-click to edit)

FELIXprinters gadget

aedl

2
v

Center and Arrange

Processes (double-click to edit)
Name Type
Processl  FFF

*
§

BTN

A0a ~gd-eeaaa@aON-




7 Slice model

7 Slice mode|

Press edit process settings in main window

Processes (double-dlck to edit)

Name Type

Process1 FFF

Process Mame: |Processl |

Select Profile: |FEI.D( Pro Series - 20170701 - | |Update Proﬁle| |Save as New | | Remove |

or O
e | o Auto-Configure for Material Auto-Configure for Print Quality Auto-Configure Extruders

e
o renges @) <1 €] 0] omsquie el | @] (O] [remsvuserony -]

General Settings

6
1 Select material type Infill Percentage: % 40% [] indude Raft Generate Support
2 Select prlht quallty . | Show Advanced | | Select Models | | oK | | Cancel
3. Select which extruder to print
with.
4. Select the amount of infill.
5. Raftis an additional thick layer between part and build surface, only TIP: )
recommended in cases where there is not a lot of contact surface or for special Choose infill less than 70% To prevent extruder clogs.
materials. Going higher requires very good filament flow calibration.
6. Generate Support is required to print objects successfully with large overhang Strength difference between 70% and 100% is negligible
angles or where otherwise printing in mid-air.
7. Press OK to continue Start with lower quality and single head printing to get

familiar with the printer and printing process.



8 Print

8 Print

File Edit Vew Meh Repor Toos Addns Account Hep
Modeds {d.bie ok 10 6]
[V P Dipinters gadyh@ |

W | Frewe |

15 oo a0z Araa

Procisin e chk 5 it)

Plare Type
Processl  HE

Press Prepare to print!

Inspect the sliced object in slice preview
mode and verify if it is what you expect.
Print over USB cable if printer is
connected or

Save print file (*.gcode) to a microSD card
or locally on your disc for later printing.

File Edit View Mesh Repair

Build Statistics

Teols  Add-Ins  Account Help

Build time: 0 hours 16 minutes
Filament length: 1053.7 mm
Plastic weight: 3.17g (0.011b)
Material cost: 0.09

Show in Preview

Build table [ ] Travel moves
Toohead  [[] Retractions

Coloring | Active Toohead -
Real-tme Updates
[] Live preview tracking

Update interval 5.0 % sec

Begin Printing over USB

Save Toolpaths to Disk

=, Exit Preview Mode

Animation Control Options Line Range to Show

Pl Piay/pause Previengy [e  *|  wn [
e [ Ooysron [m Elwe  vax

Previewing file from line 1 to 27634

[
+

ox




8 Print

CONGRATULATIONS!
You've finished the quick start manual for single head printing!

Now you can enjoy watching your idea to become reality.

While printing your first print, please take a moment to continue to read. We'll explain the following in a quick
overview.

3D printing tips and tricks

3D design best practice.

Dual head printing with soluble support
Dual head multi-color printing

AN

Quick Start Guide for Simplify3D Page 8




9 3D printing tips and tricks

5 Steps to a successful print

v' Clean print surface.
Use recommended detergent like methylated spirit, acetone or
alcohol

v Clean exterior of nozzle.
Remove remainders of filament with tweezer or cloth before
starting each print

v' Use filament accessories.
The use of supplied accessories ensures proper guiding, cleaning
of filament and optimal machine performance.

v Wait for first layer to finish.
The success of a print is mostly depending on the first layer. Make
sure first layer is finished properly Before leaving your printer
unattended.

v Let print heads cool down.
Below 100 °C before turning off the printer,
to prevent clogging of print heads

General 3D printing tips

v

Make sure build plate is leveled.

Especially for larger print object a properly leveled bed is essential for
good first layer adhesion to the build plate.

Never leave print heads at elevated temperatures.
Leaving the heaters on for elongated periods of time without extruding
could cause clogged print heads.

Flush out old material first.

Extrude approx. 200 mm of new material to ensure old material is fully
removed to prevent clogs when switching to different filament.

Use SD card for +5hr long prints.

Standalone printing (instead of via USB cable) improves reliability.
Unexpected computer updates can ruin your print

Use latest slicing profiles and firmware

Make sure to check for updates regularly. Using the latest profiles and
settings improves performance.

Use a wipe tower when printing dual head prints.

Using a wipe tower results in ‘clean’ prints. The wiper tower is standard
enabled but be sure to always double check before printing



10 3D design best practice

Besides choosing proper slice settings, life can be made easier if you print 3D objects suitable for 3D printing. The next table shows an overview of
best practice when creating your own design.

‘/ Create overhangs greater than 45° with Reorient model, for largest adhesive surface
respect to the print surface. to print surface. Reduce chance to tipping
over objects.

Avoid rounded corners touching the build m X m ‘/ Avoid small surface to volume ratio. Use

plate, create a chamfer to have at least an surface area larger than 5x5mm
Ratio (length or width)/height < 1:5, to
prevent tipping over during printing.

angle of 45°.

Orient model for maximum strength. Holes

improve print results. are stronger when printed in plane.

@ \/ Make small fillets on sharp corners to

Divide objects in parts, to prevent support x Tension in plane of layer is much stronger

@ material and reduce print time. ém9 < > than tension in direction of layer.
~,
qx / Re-orient part to prevent support material . x Bridges can be unsupported when bridge is
- 1 @ﬂ to save material, print and post-processing EF’}T larger than 10 mm, support material is

time. recommended

x ‘/ Apply fillets to reduce stress and increase x " For holes with a diameter up to 10 mm
strength on small pillars and features. Q correct size in design by an increase of about
2t0 4 %.




11 Dual head printing with soluble support

11 Dual head printing with soluble support

For this example, we use the same file as in previous

chapter.
1. Double click on the imported STL object,

Rotate the file around it's x-axis by rotating it 20degC

2.
3. Press Center and arrange button
4.  Click on edit process settings.
a.  Select PLA(left) PVA(right)
b.  Both Extruders

C. Press OK
5. Press Prepare to Print! and inspect results.

Process Name: |Processt

clect Profie: | FELIX Pro Series - 20170701

to-Configure for Material Auto-Configure for Print Quality.

| Update Profle] | Save asNen | | Remove
Auto-Configure Extruc
PLA_FELIXprinters - (@] [Nomal Quaity (2oomiroy  + | (@] (@] [poth Extruders
.

PETG_FELD(printers
PVA_FELTXprinters
PolyMaker PolyFLEX

GLASS FELD¥printers
\/OOD_FEL DXy

(right
PLA_premium{left)_PVA(right)

FLEX(left)_PLA(right)

4c

ABS-X_FELIXprinters D 0% [ Indude Raft Generate Support

FLEXIsmart

File Edit View Mesh FRepair Tools
tModals (doudle<hck 9 adt)
(] FELIXprinters_gacget

Processt FFF

Add-ins  Account  Help

Size {mm) Scale (%)

x [ [F]lwoe  [F

v [mer [2] w2

2.50 3:] 00,00 |

ZRotsten 0.00 3 deg

| Reset Rotation

s ~ad~reeaa O

CEe




11 Dual head printing with soluble support

11.1Inspect the results.

To be sure the print will be successful, there must be the following
visible in the print preview area:

v Visible wipe tower. This wipes strings from the non-used extruder
ensuring clean prints

v Support material should have a different color from the part. This
indicates that both extruders are used for the print. Make sure the
coloring of the preview is set to Active Tool head.

v After inspection, print over USB cable if printer is connected or
Save print file (*.gcode) to a microSD card or locally on your disc
for later printing.

TIP:
Make sure to use fresh PVA. PVA has a short shelve life because
besides dissolving in water it also absorbs water from the air.

Itis best to cut off a small piece of PVA and put the spool back
into its reseal able bag with desiccants for best performance.

Never leave PVA at elevated temperatures without printing. It
will crystallize and clog your nozzle.

Itis recommended to consider a redesign of your part to enable
single head printing. This will save you printing time and costs.

File Edit View Mesh Repair Tools

Sukd tme: 2 hours 27

Flament length: 6325.3 sm
Plasc weght: 19.023 (0.0415)
Material cost: 0,53

Show m Frewen
¥ Budtable [ | Travelmoves

E="

Reehsme Undstes
(] Lve previen tracking
Updemintervel L0 osme

W

Begn Printing aver US3

*n

Save Toopaths to Disk

At Previe Made

Previewing file from ine 110 110121

Add-ins  Account  Help

X

e

o
0

S0 s -ggfeaeaaOn




12 Dual head multi-color printing

12 Dual head multi-color printing

This chapter describes how to print one object with two colors. It comes down to importing two
objects and align them properly. Then assign each object with the correct extruder to print.

1. Import two files, we used the FELIXprinters_key_chain_pt1.STL and pt2. Located on the supplied

SD card with the printer.

2. Click Tools, then Dual Extrusion Wizard.

3. Select a base profile Template corresponding to your printer.

4. Select material.

5. Configure which extruder has to print what object. Select the object name and then
press the left or right arrow button to move it to the different extruder.

6. IMPORTANT: Select group and align Models checkbox. This is only useful if you want
two objects axis to be aligned with respect to each other in the way they are
created. (if you forget this, you can undo the grouping of parts by Edit -> ungroup
Selection -> Click on Center and Arrange)

7. PressOK

8. Agrouped process shows up in the processes overview. And the objects will be
grouped and aligned with respect to each other.
9. Inthis case the object is standing upright. this is not ideal for 3D printing.
a.  Press CTRL+L to re-orientate the grouped object (or press
Edit -> place surface on bed)
Point and click on a surface which we lay flat on the build
surface, you will see a highlighted area.

< FeLOlprntes ey chat

Fie ot View Mesh Repuir |Took| Adétos Account Hep
Models (double-<ick 1o edt) Options.
7 FLXprinters_key_chain_pl O Machine Control Panel
2 FLxprinters key.chan ) Bed Leveing Wirard
| Ousltruion Wiasrd
Vanable Sttngs Vizerd

]
W || v W Customize Support Structures

[T —

Processes (duble-cick 0 od)

Neme Tye

Pour || Bow

Culep

+
0

¥

8 '—@EE@IGI O

Process Group Name  [Dual Ext Group 1

Base Profie Template |FELIX Pro Series - 20170701

Material Configuration |PLA_FEL IXprinters

Color 1

Extruder |Left Extruder ~

a \
Color 2!

Extrucer

FELIXprinters_key_chain_pt_1

L

FELIXprinters_key_chain_pt_ 2

Group and align models

[ Felbiprntes_key_cha.

10. Press Prepare to Print! O |[ @

[ ey—

Procesees (doube <k o e

Name Type

4 Dual B Gron,
Color  FF
Colon FF

e @)




12 Dual head multi-color printing

11. A pop-up comes up B seeamose g * B
which processes need to :‘:::wm“m”hbnhhm File Edit View Mesh Repair Tools Add-Ins Account Help
. {Muibpie selections vl be merged o 8 angie fie] -
be sliced. — Build Statistics EI
Choose Select All and OK Buld tme: O hours 35 minutes 4
rentlength: 1853.6 mm
12. The parts get sliced and ol e o ° o8
the preview mode is e st | -
——
ShOWn. 1 o e slcted i roceses, s o e [V] Build table [] Travel moves
. printing
Please note the different © Contrums kg ey I Toohead [ Retractons
colors and the wipe e e Colorng | Actve Toohead
. ' <ome D R
ower. tesdhebuch e ot
. . [ ok || comn | [[] Live preview tracking
occasions two wipe el T

towers are created.

13. After inspection, print over USB cable if printer is
connected or Save print file (*.gcode) to a microSD
card or locally on your disc for later printing.

SR F@D_]ll.. O W -

Animation Control Options Line Range to Show
Save Toolpaths to Disk DIl PlayPause Prevendy e v|  wn ||

S ] e T
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Help us to improve our product and services
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