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Obo3Hauena axKmyaibHOCMb papabomxu npocpammuozo obecnewenus oas 3D-neuamu, a makoice
npobnemvl, ceazamnHvie ¢ adoumugnvimu mexronozuamu u 3D-neuamvio. Ilpeomemnas obracme —
npoepammuoe obecneuenue noocomosku 3D-modenu k 3D-newamu 05 yuebHvIx 3a6e0eHUll UYL KO
¢ aooumusnwvim ykaonom. Ilpoeeden kpamxuil ananus GYHKYUOHANa NPocpamMMHO20 obecnedenus, a
maxaice OaHvl CO8emMbl NO HACMPOTIKE NPOSPAMM-CAAlicepos npu nodzomoske moodenu 01 3D-newamu.

Kmoueesvie crosa: CAIIP, adoumushvle mexnonoeuu, 3D-neuamo, 3D-mooderuposanue, craticep.

Bmecte ¢ 3D mpuHTepoM mocTaBuseTCs
crienuanbHasl mporpamma (ciaiicep), UMeromas
MepBUYHBIC HacTpoiiku. OIHAKO, STOr0 HE BCe-
I/1a JIOCTaTOYHO IJIsl PelIeHHs 3ajad, CBsI3aH-
HbIX C aAAWUTHUBHBIMHU TEXHOJIOTUAMU. HpO-
rpaMmMHOe obecnieuenue s 3D npuHTEepoB
[TOCTABIISIETCS TPOM3BOJIUTENIEM TOKa emé 0e3
yuéTa MoJIb30BaTeIbCKUX HoTpeOHOocTel. [Ipo-
rpaMMBl, HUCTONb3yeMble miusi paborel ¢ 3D
MIPUHTEPOM B OCHOBHOM O€CILIaTHBIE W TOJIBKO
HEKOTOpbIE W3 HHUX, UMEIOT IJIaTHBIE BEPCHUHU
Wi pacmpenus. Bee OecratHeie mporpam-
MBI, mpefocTaBiaseMble s 3D mpuHTepa pas-
paboT4nKaMH, TOKa TOAJEPKUBAIOTCS M 00-
HOBJISIIOTCSI TO’KE Ha CBOOOJHOIN OocHOBe. MHO-
e U3 HUX MMEIOT OTKPBIThIA Koa. Codr, mc-
nonb3yembid st 3D mpuHTEpOB, ¢ nHTEpdEH-
COM Ha PYCCKOM SI3BIKE TOKa JOBOJBHO Majo-
yrciaeH. Ho oTedecTBEHHBIH PBIHOK OBICTPO
pacTér, a TakKe yBEITWYMBAETCA W KOJHMYECTBO
aJanTHPOBAHHOTO COPTA.

Cnaiicep — M3HAYaNbHO STO YTWIIHNTA, KO-
TOpas yMeeT U3 MOBEPXHOCTHOT'O MacCHBa CHe-
JaTh Hape3Ky MapaulelbHBIMU IIOCKOCTAMHU U
MepeBeCTH TMONydeHHyo wuHpopmarmio B G-
koa. ['omoBkm »3KCTpynmepa pabOTalOT TaKUM
00pa3oM, 4YTO OOBEKT CTPOUTCS IOCIE0Ba-

ITonos Cepreii KOpbeBud — BOpOHEKCKUH MHCTUTYT BBI-
COKHX TEXHOJIOTUH, CTYy/EHT.

3enenuna AnHa HukonaeBHa — BOpoOHEXCKUI MHCTUTYT
BBICOKHUX TEXHOJIOTHH, K. T. H., JIOLIEHT,
snakeans@gmail.com.

TokapeBa Haramus Muxaiinosaa — OOO «3]/] komIuiekey,
reHepaibHbli qupektop, tokkarrewwa_561@mail.ru.
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TEJbHBIM HApaIlMBaHUEM «CPE30B» IMOBEPXHO-
CTEH B MapaJUIEIbHBIX ITIOCKOCTSIX.

[loaToMy, mpu BBIXOAE Ha PBIHOK TpPEX-
MEpPHBIX TNPUHTEPOB MOSIBIIINCH YTHIUTHI, KO-
TOpBIE HApE3al0T O3TH IUIOCKOCTH M, 3aTeM,
YIPaBIAIOT JApalBEpaMy IIaroBbIX ABUTraTENEH
U corutamMy npuHTepa. C pa3BUTHEM NEYATHOTO
Jle71a B 3TOM 00JacTH, claicepbl CTalM OCHa-
maTh W MPOCTHIMH HHCTPYMEHTAMH IOCTPOE-
HUSI TPEXMEPHBIX 0OBEKTOB.

CpenctBa, H3HAYAIBHO NpPEAHA3HAUYCHHBIE
IUIST  TPEXMEPHOTO MOJIEIUPOBAHUS HAMHOTO
MolIHee. B HUX MOXXHO CTpOUTh OOBEKTHI JTIO-
0O0H CIIOKHOCTH M JeTanupoBku. PaboTa ¢ Hu-
MU TpeOyeT omnpenenéHHbIX HABBIKOB. TeM He
menee, wuHCTpyMeHTtel CAIIP (CAD wmu
CADD) Toxe momydnid 3HAYUTENhHOE Pa3BU-
THE C MOSBIECHUEM TpéxMepHoi medaru. Cero-
JTHSI BCE€ MOIIHBIE MPOTPAMMbI MOJEIHPOBAHUS
UMEIOT BCTPOEHHBIE BO3MOYKHOCTU IO KOMIIH-
JMPOBaHUIO CBOMX Mojened B ¢aiin ¢dopmara
* stl.

PasBuTue neyatu TBEpABIMU MaTEpHATIAMU
NPOMCXOAUT HECKOJIBKUMH IyTsAMH. Pazpabort-
YUKU CJaiicepoB M APYroro MOJE3HOTo MpH-
KJagHoro cora He crosT Ha Mecte. K mpume-
Py, TMOSBWINCH IOMNBITKH HPEICTaBJICHUS KO-
HEYHOTO M3AEIUS CO BCEMH BO3MOYKHBIMH €TO
u3bsiHaMH U orpaHudeHusMu. Morasie CAITP
IIOKa HE MOTYT IOXBAaCTATHCS TAKUMH IOJIE3-
HBIMH BO3MOJKHOCTSIMH, XOTS B HEKOTOPBIX M3
HHUX peaIn30BaHbl OJOOHBIE BELIH AJISl TUThS U
MexaHu4eckoit 00padotku (puc. 1).

Kpowme Toro, naTepdericer crnaiicepoB cre-
JaHbl MHTYUTUBHO TMOHATHBIMM M OY€HBb IPO-



CTBIMH JJIA I1OJIB30BATCIIA. HpOCTHe IpEeaAMETHI BonpnIMHCTBO M3 HHMX OECIUIATHBIE U CBO6OZ[-

B Ciajiicepe MOCTPOUTH HAMHOTIO JIerde Maxe W Hble K pACIPOCTPAaHEHHIO, K MPUMEpY,
onbsiTHOMY Tonb3oBatenmto CAIIP. 3nauunrens- Ultimaker Cura [5] (puc. 2).

HOE MMPEHMYIIECTBO ClIaliCepOB, KPOME HPOCTO-

TBI M JOCTYIHOCTH — (aKTop CTOUMOCTH.

Pucynok 1. Autodesk Inventor. Bkianka «koMmaHOBKa mpecc-hopMbD» ¢ HHCTPYMEHTaMHU
JUTSL JIATEHHOTO TIPOU3BOJICTBA.

€ Ultimaker Cura

©aiin Mpaska BuA MapaveTpsl PacuMpeHna Marketplace HacTpoiikn Cnpaeka

cura. MoparoToska MoHuTOp swTuo Ultimaker S5
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Pucynoxk 2. ITporpamma ciaiicep Ultimaker Cura.
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EcTe M miaTHele MHCTPYMEHTBI, HO HX
CTOMMOCTh HE TaK BEJIMKA II0 CPABHEHHIO CO
croumocthio CAIIP. CtouT Takke OTMETHUTb,
YTO BCE XOPOIIUE CIalicephl U OOOJIOYKH MME-
0T UHCTPYMEHTBI PEAAKTUPOBAHMS U TIOCTPOE-
HUS TIPOCTHIX OOBEKTOB.

[Ipennewyatnass mnoarotoBka 3D-mozpenu
SIBJISIETCSI BaYKHOM MPOLIEypON ISl Me4YaTH o
texHonorur FDM [1]. Co3nanne KaueCTBEHHOTO
npototuna no FDM rtexunonoruu u3 3D-moznenu
SIBJISICTCSL HE TPOCTOM 3ajaueid, BBUAY psifa Or-
paHWYeHU JaHHOW TexHoJsioruu. s mpeomno-
JICHUSI ATUX OrPAaHUYCHUN MPOBOIAUTCA MpEIIe-
yaTHasg MOATrOTOBKA, KOTOpasl JOBOAMUT MOZEIb
JI0 BUJIA, YIOBJICTBOPSIONIECTO KPUTEPUSIM ITeda-
TH 1o TexHonoruu FDM. Ilpu noaroroske mnpu-
XOJWTCSl pemarbh MpoOIeMy TOYHOTO IOBTOpPE-
HUS TEOMETpHUYEeCKOi (DOpMBI, COOMPaEeMOCTH,
BHEIITHETO BUA W TMowcka MatepuanoB. [Ipose-
JIEHUE TMpaBWIbHOW MNOAroToBKM 3D-monenu
TO3BOJISIET M30€XaTh HApYIIeHHS TeOMETpUU
pa3MYHbIX 1e()EKTOB IPH MEYaTH MPOTOTHIIA.

OO0mue peKoOMEeHIAIMN ITOATOTOBKA MO-
nemn K 3D-mevatn w paboTH B mporpammax-
crlarcepax:

e Ha stane cozmanus 3D-moxenu Ui me-
yati 110 FDM-TEXHONOrMHM CTOUT Y4YUTHIBATH
pa3Mepsl €€ OTHEThHBIX MIIEMEHTOB M e€ olIme
rabaputel. FDM-nipuHTEp HE CMOKET Hareyarath
JIeTallb MEHBIIEr0 pa3Mepa, YeM JuaMeTp UC-
rojp3yemoro coria. Ecmu rabaputel 3D-monemu
MIPEBBIIIAIOT MaKCHMAaJIbHBIE pa3Mephl 00nacTu
Me4aTy TIPUHTEPa, TO TaKyl0 MOJEIb CTOUT pas-
JISIATh HA YacTU JUI TOCJEIYIOIIEH CKIICHKU.
1 Takux yacTel CTOMT NpeayCMOTPETh MOIX0-
JUIIIAE CIIOCOOBI COSAMHECHUS U BOCIPOU3BECTH
HX AIIEMEHTHI Ha yacTsix 3D-mozen.

e Ha w™Momenn HeOOXOONMO BBIIEIUTH
IDIOCKOE OCHOBaHWE, KOTOpOoe OyNeT MPHUKIEeH-
BaThCA K CTONY UIA (PUKCAIIMH W C KOTOPOTO
Ha4YHETCS MeYaTh MPOTOTUIA. DTO HEOOXOAUMO
JUIsl COXpPaHEHMs] T€OMETPUH MOJEIH U BO HU3-
OekaHue CMEIIEHUH MOJENH MO OCSIM KOOPIH-
Hat. Ecnii HAa MOJIeny CIIOKHO BBIIEIUTH TaKOe
OCHOBaHHME WX €ro IUIoaAb Mala, TO JUIs Ta-
KOW MOZenu HeoOXOAUMO TMOATOTOBUTH IIOJ-
J0XKYy (padT), HameyaTaHHYI0 W3 OTIMYHOTO
MaTtepuajga OT MaTepuaia OyIyIiero mpoTOTH-
na, JUisl HOCJEAYIOLIEr0 PacTBOPEHUS B BOJE
WJIY CIUPTE.

e 3D-Mopenb, COCTOSIIYI0 W3 HECKOJb-
KHX TMEPeCceKaroNuxcs 00bEeKTOB, CIEAYET CBO-
IUTh K €OUHOMY OOBEKTy, MHa4Ye IepeceKaro-
e pébpa W TpaHd MOTYT MPHBECTH K TOpYe
MOJIENIM TpPH pe3Ke MNporpaMmoil craicepoM
(mporpamma st mepeBoga 3D-momenu B
YIpaBJISIOIIHHN Ko 1yt 3D-ipuHTEpa. ).
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e Ilpu FDM-newatu ciexyer craparbes
u30eraTb HaBHCAOIIMX 3JeMeHToB B 3D-
MOJIEJIM, TaK KaK Ie4yaTb TaKuX 3JEeMEHTOB Tpe-
OyeT meJatu Mmoanaepk ek, KOTOphIE BIIOCIEACT-
BUM NIPUIETCS yaansaTh. HOT I Mydie pa3douTh
3DMozens Ha HECKOIBKO JIEMEHTOB U Haleyda-
TaTh UX OTAEJIBHO C MOCIEAYIOLEH CKICHKOM.

e CoxpaHATh MOZAENb IS MOCIeyIoIen
00paboTKH B porpaMme claiicepe TpedyeTcs B
¢dopmare, moanepKHUBAIOLIEMCSI B 3TOW IpoO-
rpaMMme, Jarie Bcero 3to gopmart STL.

e [locne axcnopra 3D-Monenu B cnaiicep
HEOOXOIMMO PACIIONIOKUTh MOJIENh Ha BHUPTY-
IBHOM CTOJIE TIOAXOJAIIUM 00pa3oM, IMOBep-
HYTh N0 Mepe HEOOXOIMMOCTH Ui pa3MeLle-
HUSI IPYTUX MOJIETIEH U OTMAacIITabupoBaTh.

e Jlanee crneayeT neperTH K HACTpOHKam
nevyaTd, CHayala yKa3aTh XapaKTepHUCTHUKU
NpUHTEPa W MaTepuana, U3 KOToporo Oyner
BBINIOJIHATBCS T€YaTh, 3a7aTh COOTBETCTBYIO-
LIY€E [TapaMeTPbl, 3aTeM NEPEUTH K HACTPOMKaM
camoii 3D-monenu: BEIOpaTh TOJIIMHY CTEHOK
U OCHOBAHHS, BBICOTY CJIOSl, yPOBEHb U METOJ
3aMoNHEeHus, U Jpyrue HacTpoiku. OT 3THX
HAcTpoeK OyIyT 3aBUCETh XapaKTEPHUCTUKU
MIPOTOTHIA, CKOPOCTh ME€YaTH, Pacxoa MaTe-
puana.

o Jlna momeix 3D-mopeneit mam  3D-
MoJieNiell ¢ HaBUCAIOIUMH DJIEMEHTaMH Heo0-
XOAMMO CIeHEPHPOBaTh IOAJEP)KHUBAIOIINE
KOHCTPYKIIMU (TIOANEPKKH) W HACTPOUTHh HX
COOTBETCTBYIOIIUM O0pa3oM Uil 3KOHOMHUH
MaTepHuajga U IMPOCTOTHI HOCIEAYIOIIEro yaase-
HUS C IPOTOTHUIIA.

e Jlocne BBINONIHEHUS BCEX HACTPOEK MO-
nenb paspesaror. [lo 3aBepuieHuM mpoiiecca
MOKHO BU3yaJIbHO OLIEHUTH MOJYYEHHBIE CIOU
U TPAeKTOPHUIO JKCTpynepa. I[Ipu Bo3HUKHOBe-
HUHM OIIMOOK WM "XpymKux" MeCT cieayeT
YCTpaHUTh UX 0OoJiee TOYHBIMH HAaCTPOHKaMH.
Ha Brixome mporpamma coxpanseT G-code mis
3D-mpuHTEpa.

Hns wnapeskn 3D-mogneneid MoxHO wc-
noJp30Bath chaticep slic3r (puc. 3). B uém moc-
TAaTOYHO MHOI'0 TOHKMX HACTPOEK, KOTOPhIE IIPU
MPAaBUIBHOM HCIIOJIB30BaHUN TOMOTYT OIIBIT-
HOMY I0JIb30BAaTEIIO MOIYYHUTh Ha BBIXOJE J0C-
TaTOYHO-Ka4eCTBEHHYIO, pacnedartaHuyio 3D-
MOJeNb., Y 3THX NapaMeTpoB IO YMOJIYaHHIO
YK€ BKIIIOYEH WJIHM BBIKJIIOUEH HYXHBIH PEXKHM.
ITosToMy, 6e3 ompeneneHHOro ONbITa U MHOXKE-
cTBa MpOo0O M OMMUOOK, JTydIlle He MbITaThCs Ha-
CTpanBaTh JaHHBIN ciancep.

B Tabnuue conepkuTcs OmHcaHUE Ha-
ctpoek Slic3r ¢ pexoMeHmAIMAMHI 110 WX TIPH-
MEHEHHUIO Ha MpaKTUke [2].



[IpenmymiectBa ¥ HENOCTATKH JITaHHOTO
criaiicepa:

e Uurepoeiic slic3r oruyen u HarnsieH;

e Pacnpocrtpansiercsa kak 6ecrataoe 110
U UMEET JIMLEH3UI0 OTKPBITOIO MPOrpaMMHOTO
o0ecreyeHus], 9To ABJSETCS OONBIINM IIFOCOM

7 slic3r
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slic3r.ini Infill

Fill pattern: Stars

External infill pattern:

Reducing printing time

Combine infill every:

Only infill where needed:

Advanced
Fill gaps:
Solid infill every:
Fill angle: 5

Solid infill threshold area: 0

Only retract when crossing
perimeters:

Infill before perimeters:

Version 1.3.0 - Remember to check for updates at http://slic3r.org/

Fill density: 20 v

%

Top: Rectilinear

DHIIDH O

JUISL JalIbHEHINeH ero Jopa0OTKH IOJ Kakue-
1100 3a1auu;

e lImeer OONBIIOE KOJIMYECTBO HACTPOCK,
KOTOpBIC MOTYT MOTPEOOBATHCS B PEAKHUX CIY-
yasx npu 3D-mevatn, a Takxke 3TO MO3BOJISET
TOHKO HacTpouTh 3D-miedats. OmHako 0obIoe
KOJIMYECTBO HACTPOGK HHOTA MOXET CTaTh

MHUHYCOM U1 HCOIIBITHBIX HOHBSOBaTeHCﬁ;
— m} X

~ | Bottorn: Rectilinear o

2 layers

mm

Pucynok 3. Okno Hactpoek Slic3r.

e BaxHBIM (paKTOPOM SIBIISICTCS HACTPOU-
Ka CKOpOCTel medaT BO BKIajake Speed Ha ma-
menn Print Settings (pucynok3), xotopast Tak
HIMPOKO pa3BepHyTa TOJbKO B Slic3r;

Pexomenganuu 1o Hactpoiike Slic3r

IMapamerp | Onucanue

Print Settings/ Layers and Perimeters

Layer height OcHoBHas BbicoTta ciost. OT 3TOrO
napamMerpa [OpSMO  HPOIOPIUO-
HAJIBHO 3aBHUCUT BpEMs M€YaTH,
CHJIBHO 3aBHCHT UTOTOBOE Ka4ecT-
BO.

First layer height | Beicora nepsoro ciost. OGbI4HO,
CTaBUTHCsI OOJIbILIE OCHOBHOM JIIst
JydIled aJre3ud Marepuana K
croiy (marepuan ‘“‘BMasbiBaeTcs’

B CTEKJIO)

Perimeters KonmuecTBo mpoxomoB medaTHOM
rOJIOBBl (KCTpyZIepa) BIONb Iie-

PUMETPOB MOJAEIH

Spiral Vase Pexxum “Basel”. mMomenp medaTa-
eTCsl ¢ HYJEBBIM 3allOJIHCHHUEM, B
OJIHY CTEHKY ¥ 0e3 BepXHel mioc-

KOCTH “KpbIIIKH”

KonnuecTBO  CIUIOMIHBIX — CJIOEB
CBCPXYy U CHU3Y. HpI/I MaJiblX 3a-
TIOJIHCHUAX  YBCIMYCHHUE  CJIOCB
CBCPXY IOMOTACT yJIYy4YHIUTH Kadc-

Solid layers
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e BosMoxHOCTH paboThl ¢ ABYMs 1 OoJjiee
IKCTpyAEpaMu;

e HeBO3MOXXHOCTh peIaKTHPOBAHUS MO/I-
JEpKEK BPYUHYIO;

CTBO BepXHEH MOBEPXHOCTH

Extra perimeters | JloGaBiusier mepuMeTpsl  YTOOBI

if needed n30eXkaTh IBIPOK B CTEHKAX C 00-
paTHBIMH YIJIaMU HAKJIOHA

Avoid  crossing | 3actaBisieT 3KCTpyaep He BBIXO-

perimeters IUTH 3a CTCHKM IIeYaTacMOi MO-

JIend TIpH CBOOOIHBIX Iepemernie-
HUSX. YBEJIUYUBAET BpeMsl IIeYaTh
3a CYET yBEJIMYEHHUS IyCTOrO Ipo-
0era HO MOXET CHJIBHO YBEIMYHTH
Ka4yeCTBO UTOrOBOW OBEPXHOCTH

Detect thin walls | ITewatp ToHKHX cTE€HOK B | mpo-

XO0J1

Detect bridging | ITeuaTp HaBHCAIOIINX 3JEMEHTOB

perimeters HacCTpoHKaMu s MOCTOB
(bridges)

Seam position Touka Hayayla HEYaTH ITEPHMETPA.
Random — ciyugaiinas, Aligned —
Jpyr Hax apyrom, Nearest — Hada-
0 B Ommwkaiiieil K TeKylemy

PACIIOJIO0XKCHUIO I'OJIOBBI TOYKE.

External
perimeters first

[leyaTh MEPUMETPOB OT BHEIIHHX
K BHYTPCHHHM, a HE HaoOOpOT.
Bpoze Kak ToYHee, HO I CTEHOK




¢ oOpaTHBIMH yIJIaMH HaKJIOHA —
XyXKe

Print Settings/ Infi

Fill density OueBHIHO, NPOLICHT 3aI0JIHEHHUS

Fill pattern Tun pucyHka 3amojHeHus. Ha-
CTPOIKa XOPOIIIO BHIHA B PEKUME
POCMOTpA MEYATH.

Combine  infill | Tonctsie 3amonHeHNsT TPU TOHKKX

every nepumerpax. Hanpumep, 3a 2 ciost

nepumerpa  OyAeT  HameuyaTaH
OJIFH, HO TOJICTBIN CJIOH 3amoJiHe-
HHS

Only infill where
needed

[leyataTp 3alONIHEHUS]  TOJBKO
TaM, IJIe¢ 3TOro TpPeOYIOT Ialib-
HEWIlIne HABHCAIONIUE DJICMCHTBI.
OTH mapaMeTpsl OYCHb BIMSIOT HA
MPOYHOCTh MOJIEITH, MOJb30BAThCS
MMH HaJI0 C OCTOPOYKHOCTBIO

Solid infill every

IleyaTp CIUIOIMIHOTO 3aIlOJHEHHS
KaXBbIC NN CJIOCB

Fill angle

Vro:x 3anojaHeHus

Solid infill
threshold area

3amnojHeHre HeOOIBIINX INIOMIA-
JIe¥ CIJIONIHOM 3aJIMBKOM

Only retract when
crossing  perime-
ters

OTKar IIacTHKa TOJIBKO IpHU IIe-
peceYeHHH IEPUMETPOB

Infill
perimeters

before

[ledaTs 3amonHeHus nepes mNepu-
METpaMH.

Print Settings/ Skirt and Brim

Pattern spacing

Paccrosnue mexny noaaepxkaMu

Pattern angle

VYroa neyatu moanepKex

Interface layers

KomndectBo mepexomgHbIX —ciioeB
MEXAY 00BEKTOM U IOJIEPKKON

Interface
spacing

pattern

Paccrosinue ot NEPEXOJHBIX CIIOCB
J10 MOICTIN

Print Settings/ Speed

Perimeters

Cxopoctp Ha nepumerpax. OueHb
3aBUCUT OT KOHCTPYKIIMH IPUHTE-
pa M TUIA KUHEMaTHKU

Small perimeters

CKOpOCTh Ha MAaJICHPKUX MepH-
MeTpax (B OCHOBHOM, OTBEPCTHS).
CraButcs B % COOTHOILEHHU OT
MEpBOTr0 3HA4YeHHUs WM B abco-
JIIOTHOH CKOPOCTH

External CKOpOCTB Ha HaPYKHBIX BHAUMBIX

perimeters nepuMerpax, Hanbosee BAMSET Ha
Ka4eCTBO MOBEPXHOCTH ACTAIN

Infill CKOpOCTH 3aIOTHEHUS

Solid infill CKOpOCTh ITeYaTH CIUIOIIHEIX TO-
PH30HTAIBHBIX 3AIIONHCHHH, B TOM
YHCIIe CIUIOLIHbIC HIKHUE CIIOH

Top solid infill CKOpOCTh ~ TI€YaTH  CIUIOLIHBIX

BepxHUX cloeB. CHIDKEHUE II0-
3BOJIAET MOOUTHCS JIyUIIEro Kade-
cTBa BepxHell nmosepxHoctu. Oco-

Loops Kosn4ecTBO HEepUMETPOB BOKPYT OCHHO aKTyaJbHO NPU MaibIX 3a-
MOJICTIH MOJHEHHUSX
Distance from | Paccrosnue oT Moaenu Support material CKOpOCTb MeyaTu MoJAePIKEK
object Support material | Ckopocte medyaTH HEPEeXOIHBIX
Skirt height KonndecTBo ci10eB 100Kku interface cioes
Minimum BBIIaBUTh KaK MUHMMYM 0 IUIa- Bridges CKOpOCTh TeYaTH MOCTOB. BBICT-
extrusion length CTHKa JUIsl TPOYHCTKH COIUIA OT pee — JTyHme.
TPE/IBIULYIIIETO [BETa/MATepHaia Gap fill CKOpoCTh  3alONTHEeHHs HeOOIb-
Brim width [IluprHa TMOMS BOKPYT MOJEIH. IIMX TOBEPXHOCTEH, Ha KOTOPBIX
Yewm mmpe, TeM OombIIe MaTepHa- BO3MO>XHO BO3HMKHOBEHHE CHIIb-
JIa TIOTPATUTCA W JIYHIIC HMPUIIHI- HbBIX BuOpammi npunrepa. Oco-
HET MOJIENb (B TEOPHN) OCHHO AaKTYaJbHO JUJIsl TSDKENBIX
Print Settings/ Support material sKcTpynepoB ¢ Direct mopmaueit
IUIACTHKA
Generate support | AKTUBaLUsI IEYaTH MOICPIKEK
Travel CKOpOCTb XOJIOCTOTO IIepeMele-

material

Overhang
threshold

3HayeHne oOpaTHOro yriia HaKJIO-
Ha, IpU KOTOpoM (1 Ooee Kpy-
TOM) TpeOyercsi moaaepxka. Bei-
OupaeTcs B 3aBUCHMOCTH OT MaTe-
pHaia, TONIIMHBI COIUIA, BBICOTHI
cnosi, oonysa. Ilombupaercs wuc-
KJIFOYHMTENIBHO OMBITHBIM MYTEM.

Enforce support
for the first

[lonnepikka A mepBBIX N CIOEB
BHE 3aBHCHUMOCTH OT YIJIa HaKJIO-
Ha. [TomoraeT yzaepxaTh Ha CTOJE
MIPEIMEThl C KPYIJIBIMH JIOHBIII-
KaMH C MaJIeHbKOH IUIOMIa/bIO
OCHOBAHUS

Contact BrIcoTa OT moamepkku A0 Moje-

Z distance s, TTofmepikkn jerde OTaessroT-
cs, HO HIDKHHE CJIOM MOJEIHU
“mpoBucaior”’

Pattern Tun nognepxex

HUA T'OJIOBBI.

First layer speed

Cxopoctp mepBoro ciuos. Yem
MeAJIeHHee, TeM Jiyduie (Kpemde
MIPUJIMITHET)

Print Settings/ Speed/Acceleration control

Perimeters Yckopenune Ha epruMeTpax

Infill VYckopeHHe Ha 3amoTHCHUSX
Bridge VYckopeHHe Ha MOCTax

First layer VYckopeHune Ha IEPBOM CII0€
Default OCHOBHOE YCKOpEHHE

Max print speed

MakcumanbHast CKOPOCTB II€YaTU

Max
speed

volumetric

MakcumanapHEIH 00BEM IIOaBae-
MOTO IUTACTHKA B DKCTPyiepe

Print Settings/ Mu

Itiple Extruders

Perimeter
extruder

[Tepumetpsr
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Infill extruder

3arnoaHeHus

Solid Infill | Croursbie 3amosHeHus (BKITIOTAS
extruder HIDKHKE, BEPXHHE CIION)

Support  materi- | TToxmepxkwu, paor, f00Ka
allraft/skirt ~ ex- | (o6omnouxa)

truder

Support material/
raft interface ex-
truder

[IepexonHsbie caon

Enable

Pazpemuts 3amury

Temperature vari-
ation

OxJ1auTh 3KCTPYyIEp Ha OIpere-
JICHHOE KOJIMYECTBO IPaayCoB

Interface shells

Coznaer 3aMKHYThIe O0OJIOUKH
MEXKIY CMEXKHBIMH MaTepUAIAMH.
Wcnone3yercst  uisi  MyJIBTHIKC-
TPYIEPHBIX PACIEYATOK MOIYIPO-
3pavHBIMH MaTepHalaMH MM pac-
TBOPHUMBIMH MO ICPIKKAMH.
ITomoraer wu3dexars audPy3uro
MaTepuaIoB

Print Settings/ Advanced

Default extrusion
width

Iupuna neuatn B mm. Ecim cro-
ut “0”, TO cnaiicep BbIOEpeT HC-
X0 M3 TOJNIIMHBEI COIUIa B Ha-
CTpoiiKax IIpUHTEpa

First layer

Iupuna nepsoro cnos. dus mep-
BOTO CJIOS XKEJATeJIbHO HCIIOJIb30-
Bath 200-300 %

Perimeters

[uprHa meyaTH BHEIIHUX CJIOEB
moxenu. lupokue ciom - mporre
revaTarb IOBEPXHOCTH € 00Opat-
HBIM YKJIOHOM, €CIH TOHKHE, TO
BO3MOJKHO IOJydYaTh Jydliee Ka-
YEeCTBO MTOBEPXHOCTH

Infill

[lnpyHa TeYaTH  3amOJHEHHS.
JKupnee — MeHblEe JBUKEHUH
npuaTepoM. To ecTp meyaTh mpo-
HCXOJUT ObICTpEe

Solid Infill

[llupuHa meuyaTH CIUIOMIHBIX 3a-
MOJTHEHUI

Top solid infill

llupuna meyatH BEPXHUX IIO-
BepxHocTel. [To3Bomnsier u3dexarh
OTBEPCTHI B BEPXHUX CIOSX HPH
MaJIbIX 3aII0JHEHHUSX

Support material

[uprna noaaepxex

Infill / perimeters
overlap

[IponeHT 3amoyiHeHHUs, IMONAAA0-
LIEr0 B IEPUMETP

Bridge flow ratio

VMeHbllIeHHue MoToKa Ipy 1nevaTu
MOCTOB, 4TOOBI TUIACTHK HE ycre-
BaJI IpOBUCATh

XY Size | Kommencanust MCKaXeHUH paszme-

Compensation POB IIpH NEeYaTH

Threads PacueT B HECKOJIBKO ITOTOKOB (15t
MHOTOSIZIEPHBIX TIPOLIECCOPOB)

Resolution Orceub JeTany MeHee yeM n. Pas-

pelieHne NPHHTEpAa OTPAHHUYCHO,
€CIT MOJICNb U300MITyeT MEIKHMHU
JIeTalsIMH — MPOIIE HX OTCEYb
BPYYHYIO, YeM HX OTCEYET Claii-
cep TOTPaTHB Ha 3TO OOJbIIOE
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KOJIMYCCTBO BPEMEHU

Print Settings/ Output options

Complete
individual objects

IleyataTh OOBEKTHI MO OuYepend
OJWH 3a IPYr'MM, a HE BCE BMECTE
cioii 3a cnoem. 1103BOJIsIET MUHH-
MH3UpPOBaTh MOTEPU MarepHaia
MPU CPBIBE OJJHOBPEMEHHOW Tieva-
1 20 neraneit — yacth OyAeTr Ha-
meyaraHa, ojgHa 3a0pakoBaHa.
OO0s13aTeNbHO  YCTAHOBUTH  pac-
CTOsIHAE O€30MaCHOCTH JJsl JKC-
TpyZepa, 4ToObl OH HE MOBPEIUI
NOpeABIIYIIUE pacredaTku WU
OPHUHTEP

Verbose G-code

Iosicuenne k G-koay B crnaiicepe

Filament settings (

HacTpoiiku maTepuaia)/Filament

Color

Liger marepuama. Complex3D
0TOOpa3UT OOBEKT UMEHHO 3TOrO
IBeTA.

Diameter

Juamerp  ¢unmamenra.  Jlyume
MOMEPHUTH IITAHTEHIUPKYJIEM

Extrusion
multiplier

Koadduument nomaum muactuka.
Jly4mie oauH pa3 oTKanuOpoBaTh B
npomuBKe. I3BMEHATh TOJBKO IS
KOPPEKTHPOBKU IOA KOHKPETHBIH
marepuan He Gonee 7-10% (0,9-
11)

Extruder

Temmneparypa Juis e4aT nepBoro
ciosi 1 ocTanbHbIX. [lepBrIii croit
OoOBIYHO TOpsiuee Uil  JTydIieit
aare3uu

Bed

Temmnepatypa crona mpu mnedaTu
IIEPBOTO CJI0S M OCTAJIbHBIX. AHa-
JIOTHYHO

Filament settings/Cooling

Keep fan always | Bentmisatop Bcerma BKIIIOYCH.
on Ilonesno mnpu mneuatu PLA-
[UIACTHKOM
Enable auto | Asrooxmaxmaenue. Ecam Bpems
cooling meyaTu Clos MeHee 15 cekyHp,
CKOPOCTB II€4aTu Oy/AeT CHIKCHA
4T00BI JOCTHYb 3TOr0 BPEMEHH
(Ho He Hmwke 10mm/c). Ecnm 3T0
HE YIaJ0Ch — HAYHETCS JIOTIOJIHH-
TEIBHOE OXJIAXKICHHE BEHTHIISITO-
poM. DTO BaXKHBI ApaMeTp MpU
HeYaTH MEJNKUX ACTalei u3 Jto-
OBIX IJIACTHKOB

Fan speed Ckopoctr 001yBa

Bridges fan speed | O6ayB MocToB

Disable fan for the | Orkitounts BeHTHISITOP UL N

first layers MEPBBIX CJIOEB JUISL  YCHJICHUS

aJre3nn

Enable fan in layer
print time is below

OO0nayB, ecny mevarh Clos ObICT-
pee yKa3aHHOTO BPEMEHHU

Slow down if layer
print time is below

3aMeI[J'II/ITbC}I, €CIIn 1€4aTh CJI0sA
6I>ICTpee YKa3aHHOT'O BpEMEHHU

Min print speed

MunumanbHas CKOpPOCTb II€YaTH




Printer settings/General

Bed shape Pa3mepsr u Qopma croma. Ha-
[JIIHO, €CTh Ja)Ke BO3MOMKHOCTh
3a/1aTh CTOJ HMPOU3BOJBHOM (op-
MBI

Z offset KoppekTupoBka KOOpAUHATHL Z

Extruders KosiuecTBO 3KCTpynepoB

Octoprint upload Hactpoiiku nox Octoprint

G-code TwIT IPOIIUBKY PHHTEPA

flavor

Printer settings/Extruder 1

Nozzle diameter Juamerp comra. Kakx mnpasmio

HaIlmMCaH Ha COIIC

Extruder offset Cwmemnenne sxctpyaepa 1 ot ocu

Length JlmuHa oTKaTa

Lift Z IpumopHATs COIUIO TpPU OTKATe
9TOOBI HE LETUIATH HalleYaTaHHOE

Speed CKOpOCTh OTKaTa

Extra length on | JlnuHa momavm ImiacThka mepen

restart BO300HOBJIEHHEM MedaTtd. Moryr
CTOSITH OTPULATENIbHBIE 3HAUYCHHUS
JUIU UCKJIFOYEHHS “TIyNBIPbIIIEK”

Minimum  travel | MunuMansHOE paccTOsSHHUE Tie-

after retraction pememieHnst Ui oTkata. MHOro
MEJIKHX OTKaTOB 3aHMMAeT MHOTO

BpPEMCHHU

Retraction Oon | BeImoHATE OTKAT mpu mepexoje
layer change HA HOBBIH CJIOM

Wipe while | “PasrnakuBaer” MecTO peTpakTa
retracting JUTST UCKITIOUEHUS ““TIyIBIPHIIIEK’

Ha IMOBECPXHOCTHU

B macrosmee Bpems y BCE OOJBIIETO KO-
JTUYeCTBa HaCEJICHHUs Bo3pacraeT uurepec k 3D-
TEXHOJIOTHSIM, @ B 0COOCHHOCTH K 3D-meuarn.
Ha nepBbIil m1aH BBIXOIAT Cepbl MPUMEHEHUS,
a HE TEXHOJIOTHH, TaKkK€ BO3PACTAET MOMYJIsp-

HOCTb IIOJIUMEPHBIX MaTEpUAIOB U IIPOrpamMM-
Horo obecnieuenus st 3D-meyarn. 3D-nevats
MOSIBUJIACh TPU AECATHIICTHS Ha3al KaK TEXHO-
Jorug OBICTPOrO NPOTOTUIMPOBAHUS, MO3KE
cTajla TEXHOJIOTHEH KAacTOMHU3alMH, a Terepb
UCTIOJIL3YETCS U JUISl CEPUIHOTO TIPOU3BOJICTBA.
[lockonbky pa3Hble HPOMBILUICHHBIE OTPAciId
BHeIpsiI0oT 3D-meyats B MPOM3BOJCTBO, UX 3a-
Jlaud B MEHBIICH CTENEeHU KaCArOTCs TEXHOJO-
r'id, a B Oonpliel — 3koHoMHKH. Llenb — cokpa-
TUTh PAacxXxodbl W IOBBICUTh NPOU3BOIUTENb-
HocThb. [Iporpammuoe obecrnedenue Slic3r mo-
3BOJIUT aBTOMATU3UPOBATh BBHINOJHEHHUE 3a7ad
Ha OpOTSDKEHMH Beero mpouecca 3D-mewaru.
ABTOMaTH3alMsl pPyYHOTO TpyJa Ha dTare Mmoj-
TOTOBKH, a TaKKe B X0JIe ¥ TI0 OKOHYaHUH TPO-
W3BOJICTBA, SIBISIETCS] OOJBILUM IOJICIOPHEM B
co3mannu Macmrtabupyemoir 3D-miedatn u
YMEHBILIEHUH 3aTpaT. TO HE TOJIBKO COKpalia-
€T TpyHo3arpaThl, HO W MOBBIIIAeT PPEeKTHUB-
HOCTB BCETO TpoLecca.
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DEVELOPMENT OF SOFTWARE FOR PREPARING 3D MODELS FOR 3D PRINTING
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Indicates the relevance of developing software for 3D printing, as well as problems associated with
additive technologies and 3D printing. Subject area - 3D-model preparation software for 3D printing
for educational institutions or schools with additive bias. A brief analysis of the software functionality
was carried out, and tips were given on how to set up slicer programs when preparing a model for 3D

printing.
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