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SYSTEM REQUIREMENTS FOR USING UTILITY

THESE ARE THE BASIC REQQUIREMENTS FOR USING UTILITY ON A PC. IF YOUR

DEVICE DOES NOT MEET THESE REQUIREMENTS, YOU CAN STILL INSTALL

UTILITY, BUT MAY NOT HAVE THE GREATEST EXPERIENCE WITH UTILITY.

OPERATING SYSTEM:

WINDOwWS 10

CPU:

INTEL CORE 17 OR ABOVE

RAM:

8 GB OR ABOVE

HARD DRIVE SPACE:

250 GB SSD OR ABOVE

GRAPHIC CARDS:

DEDICATED GRAPHICS 2GB OR ABOVE ; SUPPORT OPEN GL 3.3 OR ABOVE

BROWSER:

Use GooGLE CHROME ONLY

WIFIDONGLE:
(OPTIONAL)

ADVANCE SERIES/ PROFESSION SERIES / PRIME SERIES / HYPER
SERIES SUGGEST TO USE WITH D-LINK DWA-127 WIRELESS
NETWORKING ADAPTER.

ULTRA SERIES SUGGEST TO USE WITH EW-7811UN
OTHER BRAND AND MODEL OF WIRELESS NETWORK
ADAPTER MAY NOT COMPATIBLE TO OUR PRINTER




OPEN UTILITY AND CONNECT TO PRINTER

1. UNZIP THE INSTALLATION FLE, AND CLICK UTILITY.EXE B Utility.exe
2. PLEASE BE SURE TO CONNECT TO PRINTER FRST, OTHERWISE YOU CANNOT USE UTILITY

w0 Utility Ver: 6.1.013 —— T . e —
Natfomm g5 Size iy X - ¥ = Z =
- i
7 ‘
rl' Printer u—J@ e
@ Choose & printer
@ - Advance 255 _ &‘
@ o SEARCH FOR CONNECTED PRINTER
@ Name: Advance 255
IP address: o
f" - " MANUAL KEY IN IP LacATION OF
Leyer Thicknessfum) Grid(mm) 3.0 = (E
@ Printing Setting ] PRINTER
Sow -] BISIEn

PRINTER CONNECTION METHOD INTRODUCED ON THE NEXT PAGE
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OPEN UTILITY AND CONNECT TO PRINTER

1) CONNECT YOUR PRINTER WITH LAPTOP

-BASIC : CONNECT PRINTER AND LAPTOP BY RJ-45 cABLE I[INITIATING TIME 1 MINUTE 1

-LAN : CONNECT BOTH PRINTER AND LAPTOP TO LOCAL AREA NETWORK I[INITIATING TIME A
FEW SECONDS 1

-IP SHARER : CONNECT BOTH PRINTER AND LAPTOP TO IP SHARER [INITIATING TIME A FEW SECONDS |

-WIFI| DONGLE ! INSERT WIFI DONGLE INTO PRINTER USB PORT => PANEL: ENGINEERING MODE
=> WIFI

=> CONNECTED WIFI DONGLE => KEY IN IP(WIF) LOCATION SHOWN ON PRINTER
ON UTILITY [INITIATING TIME A FEW SECONDS 1




CHOOSE A PRINTER

1. SELECT PRINTER, ALSO SELECT BUILDING PLATFORM SIZE.

2. SET Z LAYER THICKNESS. SET BUILDING PLATFORM GRID SIZE.

3. SET PRINTER INFORMATION WHENEVER USING THIS PANEL.

=
+
m [ ® | Printer 3 ﬁ1 @
Choose a printer
i - Advance 255 - [ Q
m Advance 255
Printer Information Maume: Advance 255 *«
IP address: ﬁ
Lazer Thicknessfum) | 100 - Grod fmomy 3.0 - E H
Printing Settng
R =
| Ok | Tﬁf




/4
OPEN UTILITY AND CONNECT TO PRINTER ’I¢EI

\PEX
WHITE FRAME IS THE LARGEST PRINTING BOUNDARY
1
BLUE FRAME IS SUGGESTED PRINTING| BOUNDARY
| b4
}a
\\‘
_ /

10.70




IMPORT FLE

1) THERE ARE TWO WAYS TO IMPORT AN .STL FLE

A TOOL BAR, ICON AS PICTURE ON THE RIGHT

B. DRAG THE .STL FLE FROM THE FOLDER INTO UTILITY

(5l teststl 2015/3/5 £505.. BRE

——
-

~
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3
¥
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Y 2 0O+
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IMPORT FLE

1) How TO IMPORT .SLC FLE (SLICED FLE)

TOOL BAR, ICON AS PICTURE ON THE RIGHT

e

SBely 2 0O+

Step 1: Choose a printer

¢ :

MiiCraft30
Name: Model 80
IP address:
Sbg 2: Select File
Input:
SELECT .SLC FLE
Output: -
=
‘ Estimsted Time: [OH 32M 565 Layer Thicknesstum): [50

Step 3: Printing Setting

o Sn
Step 4: Convert File

o
Step 5: Launch 3D Printer

‘ Q: Launch to printing ’

I'J




HOT KEY

RIGHT MDUSE BUTTON —ROTATE PLATFORM

MIDDLE MOUSE SCROLL -ZOOMS IN AND OUT MAKING THE VIEW OF THE BUILD
AREA LARGER OR SMALLER

MIDDLE MOUSE BUTTON -MOVE PLATFORM

+
ALT+E = Move mobeL  |[%?*

ALF+R = ROTATE MODEL @
CTRL + D = DUPLICATE OBJECT
CTRL + MOUSE cCLICK = MULTI SELECT THE OBJECT

CTRL + MOUSE cLICK + DRAG = MOVE MULTIPLE OBJECT

MDUSE cLICK + DRAG AREA = BOX SELECTION A




SEMIFAUTO MODE

1.  MPORT MODEL

2. CLick TOOL BAR “PRINTER”

3. ENTER SEMIAUTO MODE

4. 0CLICK YES — AUTO
ARRANGEMENT & AUTO SUPPORT
— SLICING ——CONVERT

0 MiiUtility

Enter semi-auto made?

e | ne |

*
IF USER ALREADY CUSTOMIZE MODEL ARRANGEMENT AND BUILD SUPPORT, CLICK “NO” TO MOVE ON TO SLICING.



DUPLICATE AND RESIZE MODEL

1) TOOL BAR, ICON AS PICTURE ON THE RIGHT

NOTE: WHEN THE FLE NAME IS HIGHLIGHTED, IT MEANS THE MODEL
HAS BEEN SELECTED. AT THIS POINT INSTRUCTION IS ACTIVE. .

A. SELECT “ALL” TO AMPLIFY OR MINIFY IN A PROPORTION SCALE

o sz ° B Objects e x

B2y 20O+

B! Objects
property fmport property tmport
DRO25-GG.st 1 DRO25-GG.stl 1
IN A PROPORTION SCALE DIFFERENT SCALE IN
THREE AXIS
Duplicate |
Ohject X ki & olmme ()
3 A 289% || 0Ale392 | Gl
mealing Factor: |1 e Il
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DUPLICATE AND RESIZE MODEL

2) PROPERTY IMPORT, THE SETTING WILL APPLY TO EVERY MODEL IMPORT LATER

EX: PROPERTY IMPORT SETTING Z AXIS ROTATE 90 DEGREE, X,Y,Z AMPLIFY 2
TIMES, SO THE MODEL IMPORT LATER WILL ALL FOLLOW THIS SETTING

B! Objects v =

»

[ Property Setting m1

Sy 200+

X i Z
Rotation: |0 |0 |90
Scale: |2 12 |2
Duplicate |
v Floor
Object X Y Z Volume (ml)

SizeGmm): [(180129 | [(18.4917 | [26.2893 ] [0616392 ]
Scaling Factor: |1 v Al
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DUPLICATE AND RESIZE MODEL

3) PROPERTY IMPORT, SELECT “FLOOR” TO LET MODEL IMPORT

WITH Z COORDINATE ZERODO i
5} Property Setting l [ |ﬂ @

>0

X ¥ & -

Rotation: |0 I o »

i KA

Seale: |2 2 2 ey

5%

[v Floor

‘ Lpply I Cancel




DUPLICATE AND RESIZE MODEL

4) DUPLICATE SELECTED MODEL
B ' Objects l@ |ﬂ

property tmpoirt

DRO25-GG.stl & -
DRO25-GG.stl 7

DR025-GG.stl 8

DRO23-GG.stl 9 T
DR025-GG.stl 10

DR025-GG.stl 11

DR025-GG.stl 12

DRO25-GG.stl 13

DRO25-GG.stl 14 j
Chject i i £ Wiolwme ()

Size(mm): [ 180129 | [ 154917 | [ 262893 | [O616395 |
Sealing Factor: |1 v 4l




GENERATE NAMEPLATE ON PRINT MODEL

/4
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1) NAMEPLATE IS A SERIAL NUMBER COMBINES DATE, MACHINE

SERIAL NUMBER AND PRINTING JOB NUMBER.

— = 2|
T b
5 Objects v X @
property import l l +
nameplate.stl 1 @
QR BQ
- -
~»
[ Duplicate l s ‘»
- m ” * *
| Name | R z
o T ) z N
Sizelmm): [ 10 [ 2 I [ 2 I [ 0.04 |
Sealing Factor: 10 . ¥ Al ifill.
s Sl

S ORAT k-




BACK AND NEXT

1) ToOOL BAR, ICON AS +
PICTURE

R 3DPRINTERS .com §+1 631-842-2400 DX InFO@TIGER 3DPRINTERS .com



AUTO ARRANGEMENT

1) TOOL BAR, ICON AS PICTURED ON THE RIGHT,

THE SPACING WITH HORIZONTAL SCROLL BAR

S

—]
MULTIPLE MODEL AUTO ARRANGEMENT CAN ADJUST @

@TlﬁERBDPRlNTERS-CUM @ +1 631-842-2400 DA INFO@TIGER3 DPRINTERS.COM



AUTO SUPPORT

1) TOOL BAR, AS PICTURE ON THE RIGHT

BUILD AUTO SUPPORT FOR EVERY MODEL

@TlﬁERBDPRlNTERS-CUM @ +1 631-842-2400 DA INFO@TIGER3 DPRINTERS.COM
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MODEL ARRANGEMENT APEX

SELECT ONE MODEL (BEEN HIGH LIGHT), MORE SETTING SHOWS UP IN
TOOL BAR (AS BELOW RED BOX), HERE YOU CAN DO CUSTOMIZE MODEL
ARRANGE, AND BUILD CUSTOMIZE SUPPORT

Size(mm): X (160129 v (184917 z (262893 —

,

B | Objects (2 o] '|'
| property tmpoit I @
DR025-GG.stl 6 Q

3 e
1+
«
+
1 Duplicate |
1l objest X 7 Z  Vohume(ul
Sizefmum): [ 100129 | [ 164917 | [ 262003 | [0616392 |
Sealing Factor: |1 V¥ 41

L=</ [

@TlﬁERBDPRlNTERS-CUM @ +1 631-842-2400 DA INFO@TIGER3 DPRINTERS.COM
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MODEL ARRANGEMENT

1) SELECT MODEL, AND CLICK ON TOOL BARDRAG AND MOVE

THE MODEL

2) OR SET X, Y, Z COORDINATE

R IICE J

1
&

SO A=TI k-

@TlﬁERBDPRlNTERS-CUM @ +1 631-842-2400 DA INFO@TIGER3 DPRINTERS.COM




MODEL ARRANGEMENT

2) SELECT MODEL, AND CLICK ON TOOL BAR

PuUuT MODEL DOWN TO FDOOR

+
+

MR AL SICLE JB

-

N4

O AT k=

B

@TlﬁERBDPRlNTERS-CUM @ +1 631-842-2400 DA INFO@TIGER3 DPRINTERS.COM



MODEL ARRANGEMENT

3) SELECT MODEL, AND CLICK ON TOOL BAR

SET X, Y, Z AXIS ROTATION DEGREE

OR USE HORIZONTAL SCROLL BAR

R IICL JI

1
+~lv

> 4
S ORA=Z k-

=== d
rojo o
o -




MODEL ARRANGEMENT

4) SELECT THE MODEL, AND CLICK ON THE

TOOL BAR TO PUT THE MODEL UPSIDE DOWN

R AIIICE J

+
+~lr

SO AT K-




MODEL ARRANGEMENT

5) SELECT MODEL, AND CLICK ON TOOL BAR

CLICK ON ONE SIDE, FACE UP

EX: SELECT THIS SIDE

A 20Ck 4

+
+

-

SORLA=I K




MODEL ARRANGEMENT

6) SELECT MODEL, AND CLICK ON TOOL BAR

CLICK ON ONE SIDE, FACE DOWN

EX: SELECT THIS SIDE

R IICL J

T+
+

-

&
@
¥
_ %
0
¥




MODEL ARRANGEMENT

7) SELECT MODEL, AND CLICK ON TOOL BAR BACK

TO THE DEFAULT ROTATION

SR ASICL

+
‘-wlr

SO AT K




BUILD SUPPORTS

SELECT ONE MODEL (BEEN HIGH LIGHT), MORE SETTING SHOWS UP IN
TOOL BAR (AS BELOW RED BOX), HERE YOU CAN BUILD PERSONALIZE
SUPPORT

TO ADD SUPPORT, CLICK WHERE YOU’D LIKE TO ADD

¢
B! Support m
View mode

[~ &ngle |45.D “Degree [ Skeleton

Revolve Point: Supporter | Defanlt |

Baze Supporter I

2R ASICL

7—T*® | X |
T e
Support 2
S
Remove Al | @
Settings:
e = 4+ | X | & | X'
,—H— -
“ Shape: | TOP_Cone 133 %(auio) ]|
= Redivstmmy: [0.25
O s i @
;f Contwtfmm); — ——————— (0.1
: 0
o
] Miror Supporter: [ X [ ¥ g
' . 1




BUILD SUPPORTS

ADD SUPPORT TO EXISTING SUPPORT

o
7 X

wupporter Lzt

ADD SUPPORT

T

SUPPORT LIST Support 2

T

REVISE SUPPORT

REMOVE ALL SUPPORTS

\ Femave All
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BUuIlLD SUPPORTS

1) SUPPORT SETTINGS

(A) 3 KINDS OF BASIC SUPPORT SETTINGS CAN BE SELECTED BY USER

PREFERENCE
LIGHT
methngs
MEDIUM tImgga b C d
e LIGHT | e | X ‘ &
—
A Shape: [TOP_Cone 133%{nto) =l
= Radinsimm): [0.25
U Lengthgmmy: [1
e
~ Coutac ) __i 0.1
[ ]
CUsSTOMIZE AND SAVE e

SUPPORT SETTINGS
Miror Supporter; | X | ¥
EDIT




BUILD SUPPORTS

(b) ADD SUPPORT SETTINGS

(C) DELETE SuPPORT

aethngs:
SETTINGS b C d
LIGHT = ‘ ‘ :
(d) saAveE supPORT | - + x =
SETTINGS ~
A Shape: |TOP_Cone 133%(auto) I~
= Redivstmm): [0.25
[ Lengthimmy: [t
e
" Comntact{mm): —_i 0.1
-

Mirror Supporter: | X | ¥




BUuILD SUPPORTS

CUSTOMIZE SUPPORT SETTING

ONE SUPPORT CAN BE SEPARATED SE'H:I.'I'LES

INTO TOP, MIDDLE AND BOTTOM LIGHT - + ‘ % ‘ &
TOP SUPPORT SETTINGS: -
Top | A Shape: |TOP_Cone 133%(autn) ~] |4
A. TOP SUPPORT SHAPE - Radivstam): [0.25 b
B. TOP SUPPORT RADIUs MIDDLE D Lengthimm): |1 C
—
—~ o
C. TOP SUPPORT LENGTH BoTtTtaoMm |~ Gt — | 01 1d
D.TOP SUPPORT AND e
MODEL CONTACT

Miror Supporter: | X | ¥




BUuilLD SUPPORTS

MIDDLE SUPPORT SETTING

ethngs:
A) MIDDLE SUPPORT
SHAPE IEDIT _ + ‘ x ‘ é

—_

/\ Shape: |MID_Cone 133%fautn] - A

=

MIDDLE I
=
0

Mimor Supporter; [ X [ ¥




BUILD SUPPORTS

BOTTOM SUPPORT SETTING

aethngs:
a) BOTTOM SUPPORT SHAPE
EDIT ‘ ‘
b) BOTTOM SUPPORT o + x &
RADIUS e
[\ Shape: |BOTTOM_Cirecle v
C) BOTTOM SUPPORT
— .
THICKNESS ~ Radms{nm}:llj
U Thicknesstun): [023 c
=
BOTTOM '
—

Miror Supporter: [ X [ ¥




BUILD SUPPORTS

MIRROR SUPPORTER:

BUuilLD SYMMETRICAL SUPPORTS ACCORDING TO X AXIS

wettngs:

T -] 4+ | X | &
o

/| Shape: [BOTTOM Circle =
= Radivstmm): [15

0 Thicknesstmmy: [025

=

b

e,

Mirrod Supporter; | X | ¥




BUILD SUPPORTS

X TYPE SUPPORTER:

1. FIRST BUILD AT LEAST TwO SUPPORTS.

2. CLICK CROSS STRUCTURE FUNCTION

3. CLICK TWO SUPPORTS WHICH YOU LIKE TO HAVE CROSS STRUCTURE
BETWEEN

4. CLICK TWO SUPPORTS AGAIN CAN CANCEL THE CROSS STRUCTURE

| Baze supporter

ool
"

— 1
N =N

AN |

-~

Support 1 - :
Support 2 E| | "‘
Support 3 A
Support 4




BuiLD BASE

BASE AVAILABLE OR NOT

\ HIppoter I
[~ Base:

BASE SIZE

BASE TYPE N BAGE Eectangnlar

~3 [hject Bize: '_J— 1005
Thae ke, II:I.S

BASE THIEKNES{
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BuilLD SUPPORT — VIEW MODE

ANGLE INDICATOR WILL HELP IDENTIFY THE BEVEL ANGLE OF OBJECT SURFACE

A. BELOW A CERTAIN ANGLE WILL BECOME RED IN PREVIEW

B. THESE RED AREA INDICATES AREA MORE FAT AND POSSIBLY HANG IN AIR,
WHERE NEED TO BUILD SUPPORTS

BRI A i e
A W uﬁﬂ- nﬂ.ﬂi_

View mode
| Angle |45.EI <ADegree | Skeleton
Eevolve Point: aupporter | Diefanlt




BuUuIlLD SUPPORT — VIEW MODE




BuUuIlLD SUPPORT — VIEW MODE

SHOW SUPPORT IN LINE

Wiew mode
[ ingle [450 <Degree [ Sheleton
Eeviolve Point: AIppoter | Diefanlt

DISABLE
SKELETON

ENABLE
SKELETON




BuilLD SUPPORT — VIEW MODE

View mode

[ ingle [450 <JDegree [ Skeleton

Eevolve Potnt; Aupporter ‘ Diefanlt

1. SELECT ONE SUPPORT

2. 0LIiCcCk REVOLVE POINT: SUPPORTER

3. USE FX SUPPORT AS VIEW ROTATION CENTER
4. SEE THE 360 DEGREE POSITION OF SUPPORT

DEFAULT (USE PLATFORM AS VIEW ROTATION CENTER)




TOOL BAR

CLICK AND DRAG THE TOOL BAR, USE CAN

| > CUsSTOMIZE TOOL BAR POSITION

CREATE NEW FLE

OPEN LAYOUT .MIL FLE IS AN EDITABLE FORMAT FOR
> UTILITY PLATFORM, LAYOUT,
SUPPORTER FUNCTION, YOU CAN SAVE

|-_"'|ﬂ Il' YOUR WORKING STATUS AS .MIL FLE
SAVE LAYOUT

AT ANY TIME, AND OPEN .MIL FLE TO

CONTINUE EDITING

EXPORT AS .STL

OPTIONS ( GENERAL SETTING)

Ereeil

SURFACE POLISHING VIEW

Q

PERSPECTIVE VIEW




TOOL BAR

OVERLOOK

81

LOOK UP

FRONT VIEW

BACK VIEW

LEFT SIDE

RIGHT SIDE

SLICE VIEW

¢ LB

SLICE VIEW
PREVIEW EACH LAYER
(BUT NOT EXPORT .SLC YET)

Height:

Hotkey -

Fl:np alayer F2: down a lawver
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TOOL BAR — OPTIONS SETTING

1) PROCEDURE SIMPLIFY ! SETTINGS FOR SKIP SOME PROCEDURE

INQUIRY ALERT EVERY TIME.

-
H | Options m

4 Procedure Simplify Directly save the slo file mto below posibion every time
Shce and Convert e file location:

=
*

4 Print :
:_L_l:l rmGE;neral = D

Pl e T | Directly convert after slicing.
Auto Setting Eetain the zlc file

3 Defanlt location of output iz same s the dle file's.
[| Directly lavnch to printer after convert finished

Divectly start to print

basze image folder path:

Ci -

-
i

-
-
L3
wif




m ' Options Ml
| .
1
4 Procedure Simplify Form m Printer M
Slice and Convert Yearcher hid
4 Printer B edrcherades Choose a printer
G i [ SelectFils hides ~ .
EREED . . Ldvance 255 -
4 Fundion [7] Scensrin Setting hides . &' Y
Auto Setting [] LamnchButioy hides .;';Ll-:l.'-.-'ance. 255 I
[] Reload Diata whenever conpecting T Advane 155
IF address:
Select File
Input:  C:#20190917-5 —
Output:  C:A20190917-5_LESOHBA1T731EBATI000 3dp E]

Estimated Time: 2H 35M 482

Laeer Thickness(um): 100

o (8] ]

DATA) WHENEVER CONNECTING TO

PRINTER.

2. RELOAD DATA(PRINTER CALIBRATION

Baze Layer number:

: =

Printing Setting

Fast
L
[¥] Blend Basze Layer

PRINTER => GENERAL SETTING .
Convert File

1. PRINTER PANEL SETTING : SETTINGS I
FOR HIDE SOME FUNCTION PANEL. L3l SEEneT

Lannch fo printing ‘




TOOL BAR — OPTIONS SETTING

i Y
m Options 5 X
I Procedure Simplify Printer Form
4 (e [7] Bearcher hides
General

[7] SelectFile hides

- [ Function
| [7] cenario Setting hides
[T LamnchBution hides

[7] Reload Data whenever comnecting to Printer

| Langusge: | English v

FHT I

D USER INTERFACE LANGUAGE:

ENGLISH, TRADITIONAL CHINESE, SIMPLIFED CHINESE

L
-~
{:a o] (Cum
7




TOOoL

BAR — OPTIONS SETTING

FUNCTION => AUTO SETTING:
1. DISTANGCE: THE DISTANCE OF SUPPORTS AND SUPPORTS. THE DENSITY OF

SUPPORTS.

2. ANGLE: THE MODEL SURFACE BELOW A CERTAIN ANGLE, WILL AUTOMATIGALLY

BUILD SUPPORTS.

-
® | Options

==

4 Procedure Simplify
Slice and Convert
4 Printer
General

4 Function
|Auto Setting

Antofupport Arguments:
Distance: | 3.00 |2 mm 450 |4




PRINTER SETTING

1) ToOOL BAR, ICON AS PICTURE ON THE RIGHT

Step 1: Choose a printer
. 3=
MiiCraft30
Name: Model 80
IP address:

Step 2: Select File

Input: [:]
Output: B

| Estimated Time: IEIH 32M 588

Layer Thickness(wm): |5D

Step 3: Printing Setting

Normal

Step 4: Convert File
0%

Step 5: Launch 3D Printer

‘ EE Launch to printing

Step 1: Choose printer

Step 2: Select file
Input:.SLC

Step 3: Set printing
parameter

Step 4: Convert file
Output: Zifp

I 4

Step 5: Launch to
MiiController




PRINTER SETTING

0 Online printer

STEP 1 SCAN ONLINE PRINTER

. Offline printer

Mu Printer

—wtep 1: Choose a printer

|" v

N

(&4

Name:

IP address: |

A

- TO PRINT (ONLY ONLINE PRINTER)

- TO USE PRINTER CALIBRATE INFORMATION WHEN ifh
PR'NTER I P CONVERTING FLES (BOTH ONLINE AND OFFLNE 1
PRINTER)

E Trouble shooting+

If unable to connect computer and printer, please check computer's proxy setting, it has to be close.»




PRINTER SETTING

STEP 2
~step 2: Select File
Input DEFAULT USER EDIT .SLC
i LE OuTPUT .3DP FLE
Estimated Time: IGH 26M 128 Layer Thickness(um): ISU

—Step 3: Printing Setting

—Step 4: Convert File 1. SELECT .MPS FLE
’ 0% Convert ” 2. EDIT .MPS FLE (PRINTING

PARAMETER)
~Step 5: Lawnch 3D Printer

F 0 .
CD‘_ Launch to printing ‘




PRINTING SETTING (.MPS)

—Step 3: Printing Setting

Q <

¢ LDEEBQA

Curing Time(s): |2.nn

Speed:

Gap Adj{mm): |n.nn

Ll._

Base Layers: I 1

Ll._

Base Curing(s): |5.nn

|._|._

Buffer Layers: |3

Li._

Power(%): | 100

|._[._

Print Delay(s): |1

|._|._

Image Calibration: I+

Anti-aliasing: |Max idefanlt)

Imgae Pixel Offzet: |EI (defanlt)

Ll L] =

Overlap (%):

sn 3: Edge Enhance:

] vl Blur:

<]

THE AMOUNT OF TIME FOR UV CURING(SECONDS) PER

LAYER

SLOwW, NORMAL AND FAST, MEANS DIFFERENT PEELING SPEED.

RECOATER MODE INCLUDING RECOATER BACK AND FORTH. ALSO

USER CAN SELECT '"ADVANCED" TO SET USER DEFNED PEELING

ADJUST THICKNESS OF THE FRST LAYER
DEFNE NUMBER OF BASE LAYERS
CURING TIME FOR BASE LAYERS

SET THE NUMBER OF BUFFER LAYERS

AT 100% IS THE EXISTING BRIGHTNESS OF LIGHT ENGINE.
USER CAN ADJUST THE POWER IN RESPONSE TO DIFFERENT

FOR FRST LAYER, PICKER STAY FOR AT LEAST 1 SEC.

MAKE IMAGE CALIBRATION FOR THIS PRINTER

WHAT IS BUFFER LAYER? il
WITHIN BUFFER LAYER, THE curing
CURING TIME IS GRADUALLY
CHANGE FROM BASE LAYER

'
SETTING TO LAYER SETTING 5
laver” B -

Layer

THEN CURE

Layer




PRINTING SETTING (.MPS)

ULTRA SERIES ADVANCE SERIES PROFESSION SERIES

IMAGE CALIBRATION .
ANTI-ALIASING .

PIXEL OFFSET ‘

EDGE ENHANGCE

OVERLAP (%)

BLUR

CONTOUR EXPOSURE

RESIN SHRINKAGE
COMPENSATION

FLIP IMAGE




PRINTING SETTING (.MPS)

Anti-abasing: | Max (defanlf) -

Imgae Pioxel Offzet: |0 (defanlt) -

Overlap(®): |50 —| Edge Enhance: [0 +| Bluc: [0 -]

NONE ANTI-ALIASING MAX ANTI-ALIASING

Figb Fig ¢

Fig a ~




PRINTING SETTING (.MPS)

Anti-abasing: | Max (defanlf) -

Imgae Pioxel Offzet: |0 (defanlt) -

Overlap(%): |5n :‘ Edge Enhance: |III j Blur: |III j

PIXEL OFFSET : CAN SLIGHTLY ADJUST EDGE PIXEL
(0.5 PIXEL = 1)

FOR EXAMPLE:

SELECT -2, ERODE 1 PIXEL ON THE EDGE
SELECT 2, ADD 1 PIXEL ON THE EDGE




PRINTING SETTING (.MPS)

Anti-abasing: | Max (defanlf)

-

Imgae Pioxel Offzet: |0 (defanlt)

-

Overlap{%): |5D 3: Edgze Enhance: |EI -

EDGE ENHANCE LEVEL 3 EDGE ENHANCE LEVEL 5

\

Figc Fig d

Blui: E




PRINTING SETTING (.MPS)

Anti-abasing: | Max (defanlf) -

ONLY APPLY TO ADVANCE SERIES

Imgae Pioxel Offzet: |0 (defanlt)

Overlap{%): | 3 Edge Enhanc |EI Blaxr: |0 -

\

OVERLAP OF DUAL LIGHT ENGINE

OVERLAP % : TWO LIGHT ENGINE POWER
PERCENTAGE. SUPPOSE BOTH LIGHT
ENGINE HAVE SAME POWER, THE
PERCENTAGE IS 50%




PRINTING SETTING (.MPS)

Contour Exposire CONTOUR EXPOSURE : USER SET THIS FUNCTION
Pixels 1] ~| Expi% | 200 G . = TO EXPOSURE CONTOUR IMAGE FRST, THEN
e ls: —| Exp(%: - | TAp. - EXPOSURE INSIDE IMAGE. CAN PREVENT CONTOUR

\\\\‘ \\\ DEFORM

PIXELS : CONTOUR PIXEL

EXP (%) : CONTOUR EXPOSURE TIME
THE PERCENTAGE IS COMPARE TO CURING TIME (INSIDE IMAGE EXPOSURE TIME IS SAME AS CURING TIME)

FOR EXAMPLE:
SRUARE

OBJECT

v

CONTOUR IMAGE INSIDE IMAGE

IF USER SET CONTOUR PIXEL, ONE IMAGE WILL BECOME 2 IMAGE, CONTOUR AND INSIDE E



PRINTING SETTING (.MPS)

j{':%:"I 0.00 ;l?':%:"l 0.00 r— =-0% TO -9.9% —SHRINK AN IMAGE

1O _|IcA |9 |

|—Rem13]'|ruilwgel:nmpenmhnn +0% 1T 9.9% —ENLARGE AN IMAGE

FLIP IMAGE BY X AXIS OR Y AXIS




PRINTING SETTING (.MPS) —~ADVANCE SETTING

SPEED : SELECT ADVANCE
ENABLE FUNCTION: CUSTOMIZE PEELING MODE

7

. . .7 - IFA':;;Layer: [ i
A dvanred Betting
[Catidee  ~| [Down | [500 —] [1600 = 1+ x|
Base Layers: |1 :I IPicker j IUD ﬂ [500 -+ |3200 i" ﬁl il
Base Curi - |500 :
sse Curing(s): = [Picker ] [Layer =] [0 — [1600 ﬂlﬁlil
Buifer Lawers: |2 j
| il 2k =] o =] 14 x|
Power(%): | 100 =
[Cotigee =] [Up =] [a0s -] [1400 = 1+ x|
Print Delay(s): |1 =
Picke ~| [o ~| 500 = [3200 :
Image Calibration: ¥ Ficer ) = = El il
Anti-aliasing: IMa:-c defsult) ||| ) [pickex x| |Down x| 100 - |6400 = ﬁl il
Imgae Pixel Offset: IIJ (defanlt) j ISH)’ j I j Jo :’ | 2000 i" El il

Edze Enhance: ID j Add New Action

’7(:0111330.1’ Exposure

roek:| 0 S Eg®):| 200 S Ga| 2




5/
’I#EI'
PRINTING SETTING (.MPS) —ADVANCE SETTING APEX

THE ADVANTAGE OF ADVANCED SETTING IS YOU CAN DECIDE PEELING MODE

TILT MODE : SET CARTRIDGE(TANK) UP AND DOWN FOR BIGGER AREA PEELING

DIRECT MODE : ONLY SET PICKER’S MOVEMENT, CARTRIDGE STAY, TO LET PEELING SPEED FASTER
SWEEP: SET RECOATER MOVEMENT

STARTING LAYER: FROM STARTING LAYER START TO USE ADVANCE SETTING PEELING MODE

Half step period (micro second)
Stting Layer: (000000 [tems - Movement Step (25um/step) = +| X

—Advanced Setﬁny /
[Cartidge  ~| [Down | [300 “ =] 1600 = 14 x|

Fo =] =1 =] [0 = 14 x|
[Picker =] [Up ~] 600 =] [3200 =l 14 x|
Picker v [lLayer <] [0 =] [1600 = 1+ x|
e =ik =] 2000 = 1+ x|
Catites =] [0 <] ews =] 1400 = 14 x|
[Picker  v| [Down | [500 =1 [3200 = 14 x|
[Picker  v] [Down | [100 =1 [6400 | 1+ x|
el T = 2000 = 14 x|

Add New Action

a A WO DN =




(777

-MPS FLE USER MANAGEMENT \PEX

(1) ASSIGN .MPS USER MANAGEMENT FLE
THE PRINTER YOU CHOOSE WILL AFFECT THE .MPS YOU CAN SEE.

EX: CHOOSE MIICRAFT PROFESSION PRINTER, CAN ONLY SELECT .MPS FLE FOR MIICRAFT PROFESSION
PRINTER

(2) PUT .MPS INTO USER ASSIGNED FLE, THE .MPS WILL SHOW UP IN THE PRINTING SETTING LIST AS
BELOW PICTURE.

-

m Printer @iﬁjﬂ i B Printer
Choos & printer Choos a printer
- Mndel 125 - @ Model 125
MiiCraft 125 MiiCraft 125
Maume: Model 125 Wame: Model 125
IP address: IP address:
select File Select File
Input:  C:A20190917-7 E Input:  C:A20100017-7 sl E
Cutput  C/20190017-7_LI00A 41622415 TOD00 mmii E Cgtpt: C:20190917-7_LIS0ALI6ZZATATI999 mi B
Estimated Time: SH 51 159 Layer Thicknessinm): 100 Estimated Time: SH 51 153 Lawer Thicknesstom): 100

Printing Setting
‘Slow

Generate Base from Image

[cubic - ] D Blaze Layer number:

Conwvert File

0% Convert

Lawnch 2D Printer

‘ EE Launch to printing ‘

Printing 3etting PRINTING SETTING LIST

Slow v] D

Fast

1 M125 M150-BY021 IF Rizid foo

2_MI125 MI150-BY022 [P High-Resistant for 405mm
3 M125 M150-B¥031 IF Rubber-Like for 405mwm

TIFEIT T I

04 ‘ Conrert ]

Launch 3D Printer

EE Lannch to printing ‘




GENERATE BASE FROM IMAGE

&1 Printer @ 2
Choose a printer
@ Advancs 255 - STEP 3: PRINTING SETTING il EEE 5"
e B
r SELEET IMABE I
Advance 255 | cCuBic T S
' ish FHEH T
Wamme: Advance 255 DiAMOND ;E;EE EEEQE:
HEXAGON FHEE B
Paddress: ... ST
2. 0R DIY IMAGE FOR HHH
: SRR R e faiss

e e BASE SR A A A e e
it RIS () || sevBaseiaver Thickness G

(FOR IMAGE BASE) e

Cptput: C:420190917-7_LESOHELAITIIEBATO999 33 B
Estimated Time: 14H 42k 473 L Thirkne ;100 T e e e e e e e e e e e e e "o "™
iine HED 2L :E::.: ..::E::.: DRRRH ..::E::
Printing Sethng ::: :: .::
N :.: .: :c
|Recnater - | ‘ ‘ ‘%,5 ‘ | x | .® - e
:0: : 0:0
e e .
(enerate Base from Image . - e
: . £ o 23
|diamc-nd - | ’ l Baze Layer number: .:. o .
e N v
- . . .
Convert File 2o o o
— sttt i
0% Comvert .® o ot
: : .o o e
Lannch 3D Printer '0%0%0%: %% % %0 %% "% %a %
F
‘ > | Lawnch to printing ‘ diamond.png hexagon.png
h




PRINT VIA COMPUTER

STEP 5! LAUNCH TO PRINTER

Step 5: Launch 3D Proter R
P
Launch to printi @

| e—

l

\

PRINTING
PARAMETER

ENGINEERING

MODE

SELECT .3dDP FLE

FRoM PG
FROM MACHINE (FLE SAVED IN
PRINTER) FROM USB (USB INSERT

INTO PRINTER)

FILE INPUT SIZE LIMITATION:

1. UPLOAD FLE FROM COMPUTER, FLE LIMITATION

500MB
2. UPLOAD FLE FROM USB, FLE LIMITATION 106

PRINTING HISTORY

B

SelectFle. __—% BO%

Select From PC




PRINT VIA COMPUTER

v MiiController

= Pre-View #|

Select File

Select From PC

Test20160401
Thickness(um): | 100
Curing Time(s): | 4.00
Speed Slow -
Gap Adj.(mm) 0.00
Base Layers L] [?1

Base Curing(s): | 10.00

Buffer Layers:

10

Print

[ s MiiController

v MiiController

0%

1 layers / 262 layers
Remai it et Galiaiiid 8 S€CS
Pause
FileName | Print Thicknessum) | speed | curingTime(s)

| 00

[ ]
[ [ sow | 4 |
[ capadimm) | itial Curing Time(s) [ mitial Layer Migdie Layer |
[ \

|
0 I 0 | 2 I 0

1%

3 layers /

262 layers

Remaining 1 hrs 35 mins 57 secs

Resume Inspect Stop

GapAdjmm) | Initial Curing Time(s) [
I I

[
I

[ FileName |[_print Thickness(um) | speed | CuringTime(s)
E ; 00 Slow

\ 10 | [son |«

[ Initial Layer Middle Layer

\

|
|
|
J

1%

3 layers /

The picker is currently moving upwards to be
for inspection

Click Continue to resume printing

Click Stop to stop printing.

Continue

262 layers

Remaining 1 hrs 35 mins 57 secs

Resume | Inspect Stop
\uieage] lescicne|

[ FileName | print

|[ speed | curi

| teetn_100%y_10162_oooooooon | 100

siow | 4

[ GapAdimm) | initialCuring Time(s) | _Initial Layer

| middle Layer

0 ] 10 I 2

0

00



ENGINEERING MODE (COMPUTER)

880

-Z Motor -
| Up | Down ‘
| Stop ‘ CONTROL Z-PLATFORM (BUILD PLATFORM)
-Cartridge:
| B | e | CONTROL TEFON MODULE
| Stop |
-Sweep

Front Rear
I Stl } CONTROL RECOATER BLADE

op

-Projector:
| Control Interface | INTRODUCE IN THE NEXT PAGE
-Cleaning Tank PROJECT A COMPLETE PATTER, THE RESIDUAL WILL
| 10 |
| — ‘ BE TRANSFORMED INTO A SOLID LAYER
Warning Message ' ON/OFF OF WARNING MESSAGE SHOWS BEFORE
I o _ ‘ PRINT

K J
Factory KEY IN PASSWORD TO USE FACTORY
F M
l actory Mode 1 MODE (FOR DISTRIBUTER USE)




ENGINEERING MODE (COMPUTER)

e CONTROL THE PROJEGCTOR

L oNn |

- @lF MACHINE IS ADVANCE SERIES, YOU CAN CHOOSE LEFT
|#*|Left Projector |«#|Right Projectar

OR RIGHT PROJECTOR TO CONTROL.

| T1 | T2 | T3 |

T1/T2/T3 ¢ USE TEST PATTERN INSIDE THE PROJECTOR,

|~ Please Select a Pattern. OR SELECT A PATTERN FROM MENU

[#|Uniformity/Distortion Mask
Offset X:

Offset Y:

TICK THIS OPTION TO APPLY PRINTER CALIBRATION

FUNCTION

FIX THE LEFT PROJECTOR, AND MOVE RIGHT PROJECTOR

Light(%): 100 Set
18-112 Calibrate

THROUGH X AXIS OR Y AXIS.

. LIGHT(%): AT 100% IS THE EXISTING BRIGHTNESS OF

Curing Time(s): 4 Test LIGHT ENGINE. THE SUGGEST RANGE IS BASE ON THE

PRINTER’S CONDITION, USER CAN ONLY SET THE %

WITHIN THE SUGGEST RANGE.

CALIBRATE: RETURN TO DEFAULT SETTING OF
BRIGHTNESS

CURING TIME(S): TEST PRINT CURING TIME.




ENGINEERING MODE (COMPUTER)

H ON |

|#|Left Projector |#|Right Projector

| T1 | T2

! Please Select a Pattern.

| Uniformity/Distortion Mask

Offset X: 0

Offset Y: 0

Light(%): 100

Set ‘

18-112
8 B

Calibrate ‘

Curing Time(s):

Test ‘ |

e

2l
Vigeze-

FIX THE LEFT PROJECTOR IMAGE, AND MOVE

RIGHT PROJECTOR IMAGE THROUGH X AXIS.

OFFSET X [ -9

OFFSeET X 1 9

FIX THE LEFT PROJECTOR IMAGE, AND MOVE

RIGHT PROJECTOR IMAGE THROUGH Y AXIS.

PRINTER BACK SIDE

PRINTER DOOR SIDE

PRINTER BACK SIDE

PRINTER DOOR SIDE

OFFSET Y : -9

OFFSET Y : O




PRINTING RECORD AND UPDATE FRMWARE

e | Bd | L)

B B 0

Printer.
Advance 205
Name: | Test#1
SN: LK50HAA1800BAAT0001
FW: | 203117

Upgrade FW |

UPLOAD THE
LATEST FIRMWARE
PACKAGE TO
UPGRADE PRINTER
FRMWARE

PRINTING HISTORY

Interval: [2019/04/18 | ~|2019/05/18 | | Reload |

Total Printed Layers : | 101997
Total Printed Time : [ 288h-29m-45s

File Name Print Thickness(um) Curing Time(s)

DUAL_RUNIN [ 50 1.50

~ Gap Adj.(mm) H Base Curing Time(s) \ Base Layers | Buffer Layers

0.000 | 5.00 \ 1 3
Speed " Print Delay(s) Start Time Power Ratio
77ﬁ|<; T 77717"” - 2019/05/17 197:55:10 1.00(L:810,R:761)
End Time Total Layer
2019/05/18 05:19:38 3788
File Name Print Thickness(um) Curing Time(s)
DUAL_RUNIN 50 ‘ 1.50

| Gap Adj.(mm) H Base Curiﬁg Time(s) \ Base Layer§ 7 Buffer Layers 7

0.000 H 5.00 | 1 3
Speed ' Print Delay(s) Start Time Power Ratio
file ‘ 1 2019/05/17 09:17:02 1.00(L:310,R:767)
Stop Time Total Layer
2019/05/17 17:37:22 3392(3788)

SEARCH INTERVAL

—~— RECORD




PRINT VIA TOUCH SCREEN PANEL

04/18 IP(ethernet): 169.254.108.125
10:05 IP(wireless): 192.168.0.111

Camera Eng. mode Printer Info.




PRINT VIA TOUCH SCREEN PANEL

TO PRINT:
SELECT .3DP FLE FROM

1. MACHINE (FLE SAVED IN PRINTER) OR
2. USB (INSERT INTO PRINTER)

FILE INPUT SIZE LIMITATION:

A. UPLOAD FLE FROM COMPUTER, FLE LIMITATION 500MB
B. UPLOAD FLE FROM USB, FLE LIMITATION 106G

Select a file

/storage/machine/

D <= Go to parent folder

54.57 MB

136.61 KB




PRINT VIA TOUCH SCREEN PANEL

Selected File:
"Test_Pattern_01"

Print Setting

Gap Ad;j.:
0 (mm)

Curing Time:
AN

Base Curing Time:
15 (s)

Base Layer:
Delete

—— A PrEView

<€

.3DP FLE

A. SAVE AS : SAVE PRINTING SETTING AS ANOTHER .3DP FLE
B. RENAME : RENAME .3DP FLE
C.DELETE : DELETE .3DP FLE




PRINT VIA TOUCH SCREEN PANEL

Printing File:
"Test_Pattern_01"

Touch the panel to go back

53/651(8.1%) Remain Time: 2:21:39

Preview Camera

PAUSE

Printing File:
"Test_Pattern_01"

56/651(8.6%) Remain Time: 2:20:54

Inspect Preview Camera

LET BUILD PLATFORM MOVING UPWARDS
FOR INSPECT




TOUCH SCREEN PANEL- ENGINEERING MODE

Motor Control Projector Clean Tank WiFi Upgrade FW

55

g‘
Printing Log  Setting

UPLOAD THE

SEARCH WIFI
PRINTING RECORD LATEST FIRMWARE

PRINTER CONNECT TO
WIFI

PACKAGE T0O
UPGRADE PRINTER
FRMWARE




Motor Control

Z Motor Cartridge

4
Motor Control

CONTROL Z-PLATFORM (BUILD

PLATFORM) CONTROL TEFON MODULE

Motor Control

CONTROL RECOATER BLADE




/4
ToucH ScREEN PANEL ~ENGINEERING MODE ‘.lﬁpgx”

TICK THIS OPTION TO APPLY PRINTER
CONTROL THE PROJECTOR

CALIBRATION FUNCTION

Projector Control

Uniformity

) ) k:
Distortion a5

Pattern: No Pattern

Power Power Limit .
Ratic 100% 13%~100% Calibrate

LIGHT(%): AT 100% IS THE
EXISTING BRIGHTNESS OF
LIGHT ENGINE. THE SUGGEST BRIGHTNESS
PROJECT RANGE IS BASE ON THE

RESET TO DEFAULT SETTING OF
SELECT A PATTERN TO

PRINTER’S CONDITION, USER
CAN ONLY SET THE % WITHIN
THE SUGGEST RANGE.




Touch screen panel -Engineering mode

Clean Tank

Set Time: 10(s)

—
-

Clean Tank

WHEN PRINTING FAILURE HAPPEN, THERE MAY HAVE SOME PRINTING

RESIDUAL LEFT AND STICK ON TEFON MODULE.

BEFORE TO START ANOTHER PRINTING JOB, BE SURE TO CLEAN THE
PRINTED RESIDUAL OUT OF TEFDODN MODULE.

1. USE “CLEAN TANK” FUNCTION VIA TOUCH PANEL, IT PROJECT A
COMPLETE PATTER, THE RESIDUAL WILL BE TRANSFORMED INTO A
SOLID LAYER. USING THE SCRAPE, SCOOP UP ONE SIDE OF THE LAYER.

2. THEN CAREFULLY LIFT TO REMOVE SOLID LAYER FROM THE TEFON

MODULE.




TOUCH SCREEN PANEL "ENGINEERING MODE

Engineering Mode
—
-
P

: | d— a—  a—
\ —

A T D
Motor Control Projector Clean Tank WiFi Upgrade FW

b
d

Printing Log  Setting

Record Camera Video to USB:
OFF

Time to StandBy Mode:
Close

Adjust Window Position

SAVE VIDEO OR NOT
SAVE IN WHICH DEVICE

ENABLE STAND BY MODE
OR NOT DURATION

ADJUST PANEL'S WINDOW
POSITION




7/ 4

7 /4
PEX

ONTACT US
LOW!

€ +1 631-842-2400

{Emrn@ TTTTT 3DPRINTERS .COM



