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Quaity. Speed  Support  Others
& Layer height
Layer height 02
Initial layer height 02
Mixed color sublayer
= Line width
Defoult 02
Initial layer 0s
Outer vl 042
Inner wal 045
Top surface 042
Sparse nfil 045
Internal sold infil 042
Support &2
@ Seam
Seam position Aligned
Seam plscement away from
overmangs(expermental)
St polcatonange =
Scarf around entire wll
Scarfsteps 10
Scarf joint for inner walls
Override flament scarf seam
i B [ PLA/ABS/PETG
Role-basedwipespeed 8
4 Precision 3
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Les saldra asi totalm,ente solido, por lo que se debera revisar y rectificar que en la pestafia de
strength esten estos parametros
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Quality  Strength Support
5 Walls
Walloops 2
Embedding the wallinto the
Detect thin wal
5 Topbottom shells
Top surface pattern N vorotont
Top surface density 100
’ 0
Top shell thickness '
Top psint penetration layers 5
Bottom surface pattern
Bottom surface density 100
Bottom shell thickness. 0
Bottom paint penetration =
layers
Internal solid nfil pattern o
© Sparse infl
3
Fil multline 1
£ Honeyco.
Length of sparse nfl s
Wiasimum length of sparse
infill anchor 20 g% [H PLA/ABS/PETG
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Top shell layers en 0



Bottom shell layers en O
Sparse Infill a 35%

Sparse infill pattern en Honeycomb

Para que al momento de dar laminar les aparezca asi.
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Y ya pueden imprimir.



