Intreduction to Slicing Software

{4) Hollow And Fill

In some cases, yod don't need the model to be completely solid.

Before you start slicing a madel, you can hollow to reduce resin
consumption.

Photon Workshop V2.1.22 RC1

File Edit Configure Miew Help

= B8 & & |A B O

Hollow and infill

Hollow
Haollow thickness: 0.70mm :

Infill
Pattern type: Hexagon B Inverse

Pattern diameter: 3.00mm : FPattern spacing: 0.50mm :

=3

Reset

Please check and choose the mast suitable parameters for hollowing

and infilling to fityour requirement.
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Hallow thickness: Tmm Hallow thickness: 2mm

The model name: MIA
The author of the model; Fakio Nishikata

You may drag the slider to see the internal

structure of the madel after hollowing.
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) Hallow thickness: 2mm, noinfill
{5) Punching

Although the model is hollowed, there will still be part of the resin
remaining in the madel after printing. By punching the madel, the
resin in the madel can flow out, which reduces the weight of the

madel and the resin consumption,

File Edit Configure View Help
B 8 K & | A

{ length
Outer
diameter

ind lencth

The "Inner extend length” must be greater than the "Haollow thickness”,
s0 that the madel can be pierced when punching and the resin can

flow aut of the model.
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Set the parameter of the hole Left click on the model

Click "OK" ta finish

The model name: MIA
The author of the model: Fakio MNishikata

(&) Text Paste

You can paste text on the model with this feature.

File Edit Configure View Help

BE= | =)
¥V / i 4
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5licing Software

® Add mode

Text Mesh Paste Module

s Set the text style.

.Z: Input the text.

.31 Click to generate mesh.

@ Left click on the model.

Text Mesh Paste Module

® Drag the slider or input the number to rotate the text.
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5licing Software

® [Delete made

1Switch to the delete mode.

Text Mesh Paste Module

Current Fonl

Text Mesh Paste Module

{7} Split model

You can split the model into several parts and then cut off the
unwanted parts.

File Edit Configure View Help

= T L % e
' [ | = S e
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.1i Click the splitican, as shown in the red square above. Then make a

cut across the model.

.2 Drag the slider to rotate the cutting surface along the X¥Z axis.

Then click “Generate Groups” after adjusting the cutting surface,

Split Instance Dialog
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3¢ Select the unwanted group from the "Split Groups". The selected

group will be shown in red inthe model. Click "Cut Graup" to remove it

Split Instance Dialog

owe 4

X Holale |«

Y Rotate: [«

f Rotate: |«

Split darowps: |0

4 The effect picture after splitting the madel.
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(B) Support Settings

Wwhen the model has obvious suspended parts ar overhang, it needs

o add supportto minimize the printing failure.

Click on the model and then click

supparttab o edit the support for PRAELEEEEEILE

the model. _
@ Light
O Medium
Bafore adding support, you can o
eawvy
edit the shape of the support.
Top Mid Bottom
There are three types of support, [t None

. . Contact depth(mm):
Light, Medium and Heawy. ~onmact CEpTImmy
Contact Diameter{mm):
. Shape:
Light: Contact area between the |
Diameter(mm):
support and model is small, and  EEGGGHYE
. Angle:
the supportis 2asy 1o remove;
Manual Support

Heawvy: Support cantact with the

madel area is large and solid.

¥ Automatic Support

It is recommended ta try the
"MEdiUIT'I” ﬁl’St, ﬂﬂd USiI'Ig thE Fill Platform Vertical

. AutoSupportAngle: 4
default settings.

Support Density(%): 4
Support Min Length{mm): 4

Remaove all supports

And you can always madify the support settings to it your requirement.
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Step 1: Shape editing

Click on one of these types, such as Medium. As shown below, the
suppait is divided into three parts, namely "top®, "middle" and
"bottom". The settings of those three parts are described in detail

below. Click to refresh to

W Shape editing
preset parameters

@ Light

O Medium

e tHizavy

@ Top: 5et the parameters far the top of the support.

Top Bottom

Contact Shape: Mone
Contact depth{mm): 4
Contact Diameter{mm):

Shape:

Diameter(mm):

Length{mm):

Angle:

Contact Shape. Select the "Sphere” as the cantact point hetween the

top and the madel can increase the contact area between the support

and the model

The author of the model: ZenMaster Maker
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Contact depth: The contact depth  between the suppart top and the

maodel

<«— The observation line
for cantact depth

Contact Diameter; The contact diameter ic valid when the contact

shape is "Sphere”.

Shape: There are two options far the top shape, “Cone” and "Pyramid"”.

Pyramid
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Diameter: You can input number to change the top diameter.

Length: You can input number to change the top length.

Angle: Use the default parameter,

@ Mid: 5et the parameters of the mid af the support.

Top Bottom

Shape: Cylinder
id Diameter{mm): 4

length{mm): "
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Intreduction to Slicing Software

Shape: There are three options for the mid shape, “Cube”, “Cylinder”

and “Prism".

—_

D —

Cylinder Prism

Diameter: You can input the number to change the mid diameter.

1.00mm 2.00mm

(® Bottom: Set the parameters on the bottom of the support.

Top Mid Bottom
Shape: Skate
Diameter(mm): 12.00 »
Length{mm): 1.00 »

Contact Depth(mm): 0.00 »
Angle: S0.00 »

Bottam
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Shape: There are faur options for the tap shape, “Skate”, "Cube”,

"Cylinder™ and “Prism"™.

Cube Cydinder Prism

0.25mm 1.00mm

Contact Depth: The depth of contact between the bottom of the

support and the madel when the support is added inside the model

Anngle: Use the default parameter.
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@ Raft

In addition to the three types of suppart set by software, raft can be added
o the model. Adding raft will increase the adhesion between model and
build platfarm, thereby minimizing the print failure or warping risk.

Select the shape of the raft as "Skate™ and click "Fill" or “Platform™ to add
the raft and support

¥ Automatic Suppon

Fil Bl

Mote: Before adding the raft, you need to lift the model up by a certain

height in the z-axis direction.

® Lift the madelup by 5mm {suggested) in the z-axis direction:

¥ Shape St - ' : Ican

Centes

Cn Platlarmi

® Set the Z to Grmm.

After lifting the madel up, click the “- “icon to add support

Step 2: Support adding

You can add the support to the model manually or automatically after

setting up the shape of the support

Mote: The automatic suppart will override all the previously sat suppaorts.
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@ Manual Support

Add: Only after click the "Add" hutton then can you add the support to

the model.

contour line, itcan be used as reference line
wiheen you are addding support

when the mouse moves on the model, the areen
short ling can be clicked to add suppornt; the red
short ling means it can not be clicked to add
SUP PO

Delete: Click the "Delete" button first, and then click the support on

the model and click "Delete" button to remove the support.

Add Delete Edit

Add Delete Edit

®

Edit: The suppnort can be edited after clicking the "Edit” button. Click

the support, it will became red. Its shape can be changed through
editing the top, mid and bottam parameters. Besides, laft click the
madel, hold on and mowve the mouse can change the position of the

SUP [HI.
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@ Autamatic Support

After setting "Auto Support Angle", "support Min Length™ and "Ssupport

Density", click "Fill" ar "Platform” can automatically add supports far

the model. Click to refresh to the

prezet parameters

¥ Automatic Support

Fill Platform | [Vertical
AutoSupportAngle: 4
Support Density(%): “
Support Min Length{mm): |4

Remove all supports

Autn Support Angle: The tangent angle between the madel {(small
triangular facets) and the printing platfarm.

With the same "Support Density” | the larger "Auto Support Angle” is,
the more supports can be added.

Support Density:

The author of the model: ZenMaster Maker
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Support Min Length: Use the default parametet.

There arg two types of suppart added automatically, "Wertical” and "Treg".
Choosing the "Tree” type, the supports can be combined and interlocked.

It simplifies the supports and saves material.

After setting each parameter, click the “Fill" or "Platform" button to

automatically add support.

® "Fill": The suppart can be added between the platfarm and the model,
and between the model and the model.
® "Platform”: The suppart only can be added between the platfarm and

the model.
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® Autamatic suppart adding skills {improve print success rate)

Tip 1: Praperly increasing the support angle and density can optimize

the support results and deliver better print quality.

Fill Platform Vertical

AutoSupportAngle: “

Support Density(%): 4

Support Min Length{mm): 1

Remove all supports

When browsing on the model, by observing the cantour circle, it can be
taund that the model still has some weak paints that have not heen
added supports properly (highlighted by red arrows).

Fill Platform Vertical
AutoSupportAngle: 4

Support Density{%): 4

Support Min Length{mm): 1

Remove all supports

I we increase the automatic suppart angle and suppart density
(highlighted by red square), we can see fram the picture below that

maore supparts have been added ta same of the weak points.

Tip 2: Manual suppart after Auta suppart {use the contour to find the
weak points, add support to the local lowest point by checking the

contour circlel
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(2) Parameter Settings
@ Slice Settings

The default printing mode is "Normal Mode”. In this mode, four resin
types arg preset—"Basic”, "Plant-based”, "Dental Castable” and
"Custom”. Different resin types have different printing parameters.
You can directly select the "Resin Type" accarding to which Anycubic

Resin you are using.
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You can always madify the parameters.

And, you can add custam resintype. Click "Configure™ — "Resin Manage”.

Machine Type
Custom Machine

Languages

Resin Manage

Demill R Types F ) Casiadm

Basik 'B5in Frice 00,01 b5
D=ntal Casing

Layar Thicknes s mm) } I

Pl Expouire Tims{s)
Camdom Résm Tvpe {:} Gl T
Cosiom Boitam Cepeegis

Baottoim tirref

E Lift Cirstancs{rrem) & 0 #
I Lifi Speadimenin]
f Retract Spuedimmys]

"
ALl -0 0k

2 Click *Add” button

Mote: Click refresh icon can restore the default parameters of the rasin.
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Slice parameters :

R
'H._-I_.-'

Ry
xg.-'

©

® 6 © ® A

Resin Price; Set the price according to the purchased resin.

Resin Yolume: Set accarding to the volume of a bottle of resin
you purchased. During slicing, it will automatically calculate the
resin consumption and price in total.

Layer thickness: The thicker the layer, the longer the exposure
time far each layer.

Mormal exposure time: Setting range: 1.5~8s, the exposure time
Is set according to the thickness of each layer, the complexity of
the model details and the resin materials.

Off time: The UY light interval between each layer is ranged
(h.5~315.

Bottom Exposure Time: Setting range: 20-80s,the longer the
bottom exposure time is, the easlier the bottom layer of the
madel stick onto the build platfarm.

Bottom layers: Setting range: 3~10.

Z Lift Distance: Itis sugqested to set it to &mm.

Z Lift Speed: Itis suggested to set it to 3mm/s.

Z Retract Speed: Itis suggested 1o set it to 4mm/fs.

Anti-alias: A higher grade of anti-alias value could enhance the
ahility to smooth the edges for each layer during printing, thereby
resulting better surface of the printed objects. A higher grade of
anti-alias value also means longer slicing time and larger files.

The suggested value is 1.
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@ Marchine Settings

These parameters seldom need moadification. But if the printed model
shows big dimensional error along a particular axis (€Y or Z), you

can modify the carresponding values far that axis propartionally.

Photon Workshop V2.1.23.RCS
File Edit Configure Wiew Help
1 Photon 8
Custom Machine Photon
Resin Manage Alt+R Photon Zero

Languages » Photon Mono

Photon X
Photon Maono X

Custom

¥ Machine Settings

Resolution(pixels):
XY -Pixel size(um):
X size(mm): 82.620
Y size(mm): 130.560

Z size(mm): 160.000
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{10) 5licing

After canfirm the slice settings, click the "slice” ican at the top left {red
square}. You need to save the sliced file as " pwms” so the Photon
Mono SEwould recagnize the file.

Choose the file directory and save the °_pwms” file in the memary stick
and then start slicing, and click OK to finish. You may click "Preview”

to check each layer and the corresponding parameters.

STEE(N): | TEST
ERET): | HIASTA pwms )

B Photon_Workshop_v2.1.23

The estirated total print time is approximately: SHour 32Min
S lice The estirated total print volume is approximately: 5.915ml

oK Preview

In the slice file view interface, you can preview related slice settings,

machine settings, single layer settings and ather information.

¥ Sl Tal s

¥ Singls Layer SEHIBIE  ® trhe




Intreduction to Slicing Software

In the Sliced File Yiew interface, check "Enabled” to set the exposure
time, Z Lift distance and Z Lift speed of the current layer accarding to
persanal requirements. Upnn finished, click “File” —  “Save File™ on

the upper left corner to save as a new sliced file.

F Slce Seings

¥ Laysi Pasameder

Note:

1. This function is invalid far the bottom layers. Do not use this
function to bottam layers.

2. After changing the individual layer settings, the exposure
parameters of the new file cannot be madified again via the printer
touch screen during printing. Even if it has been madified, the change

would only be valid for the current layer.
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(11YRERF

"R_E_R_F" ic an abbreviation for "Resin Exposure Range Finder”. This
function is used to find out the optimal exposure parameters for

different resins.

Import the “R_E R F.pwms” file into the slicing software (The file has
been saved into the memary stick). Specifically, inthe R_E R F mode,
the curing screen will be divided into eight areas and each area is

numbered, as shown in the picture.

. oH @9 ..
. oH @9 ..

[ iman] T T ST
N @.

* Single Layer Settings ® tnabuwa

ol @ ..
L1 B I

*H @ ..
¢l 9.
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® The exposure time for Area No.1 is egual to "normal exposure time
(s}" inthe slicing settings {(exclude Bottom Exposure Time), and the
exposure time far ather areas will be increased by an increment of

"0.4s" subsequently.

® For example, when "Normal Exposure Time (s}" is set to 15 in the
slicer, the exposure time for Area No.1 is 15, the exposure time far
Area No.2 willbe 1.4s, and so on, and the exposure time of Area 8

wil| he 3,85,

® You can madify the exposure time of Area No.1 by madifying the
"Mormal Exposure Time {s}" parameter, and this action is also valid

during printing.

The normal exposure parameter of "R_E_R_F pwms” file attached to

memaory stick is 1, and users can print this file directly for testing.

After printing, take off the model, wash it with ethanal 95voli%
concentration, and then observe it. The exposure parameters of the
madel with the best printing effect are the best expasure parameters

of the resin.

MNote:
DO NOT change the file name of “R_E R F” , because the Photon
Mono SE can anly recognize THIS file name to run this function. Also,

do not name other unrelated file as “R_ E R F7 .
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FAQ and Machine Maintenance

1. FAQ

(1) Model naot sticking to platform

> Bottom exposure time is insufficient, increase the exposure time.

» Contact area between the model and platfarm is small, please add
raft.

> Bad leveling

(2} Layer separatian ar splitting

» The machine is nat stable during printing

» FEP film in the watis not tight encugh or it need a change for new
one

» The printing platform ar vat is not tightened

2. Machine maintenance

(1) If £ axic make noisy
sound, please apply

lubiricant to Z lead screw,

(2) Do not use sharp ohjects
to scrape off the residues on
the FEF film.
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FAQ and Machine Maintenance

(3} Be careful when remove the
platfarm, do not let it fall anta the 2K
LCD screen.

ARG

T/ (4 Do not left the resin in the vat for
over twa days if not using it. Please
= filter and store the resin propetrly.

(53 After printing, please clean up the platform {wipe clean with paper
towels or wash with alcohol}, and ensure no residue left before next

print {filter the residue with funnel).

(&) If the putside of printer is stained with resin, use aleohol to wipe
clean.

(7 To switch the resin colors, please clean the original resin vat first.

Thank you for purchasing aNnvcueic products! Under narmal usage and
service, the products have a warranty period up to one year. Please visit
ANveueic official website{wwiw .anyrubic.com) to report any issue with
ANYCURIC products. Qur professional after-sale service team waould
respand within 24 haurs and solve the issues,
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FCC Caution:

This device complies with part 15 of the FCC Rules. Operation is subject to the
following two conditions: (1) This device may not cause harmful interference, and (2)
this device must accept any interference received, including interference that may
cause undesired operation.

Any Changes or modifications not expressly approved by the party responsible for
compliance could void the user's authority to operate the equipment.

Note: This equipment has been tested and found to comply with the limits for a Class
B digital device, pursuant to part 15 of the FCC Rules. These limits are designed to
provide reasonable protection against harmful interference in a residential installation.
This equipment generates uses and can radiate radio frequency energy and, if not
installed and used in accordance with the instructions, may cause harmful interference
to radio communications. However, there is no guarantee that interference will not
occur in a particular installation. If this equipment does cause harmful interference to
radio or television reception, which can be determined by turning the equipment off
and on, the user is encouraged to try to correct the interference by one or more of the
following measures:

-Reorient or relocate the receiving antenna.

-Increase the separation between the equipment and receiver.

-Connect the equipment into an outlet on a circuit different from that to which the
receiver is connected.

-Consult the dealer or an experienced radio/TV technician for help.

Radiation Exposure Statement

This equipment complies with FCC radiation exposure limits set forth for an
uncontrolled environment. This equipment should be installed and operated with
minimum distance 20cm between the radiator and your body.

This transmitter must not be co-located or operating in conjunction with any other
antenna or transmitter.
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