SETTINGS FOR CURA

The following are images of the Cura profiles developed for printing using Colorfabb LW-PLA
and regular PLA. We found that depending on the version of Cura, the profiles may or may not
work. So we have created this document to aid in users being able to print with any slicer.

The images indicate the critical settings required to achieve the same standard of print as the

test model.
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Colorfabb LW-PLA
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In the “Print settings” document provided, the settings change at certain Z-heights throughout
parts of the model. Generally the settings that will change are the number of TOP or BOTTOM
layers within the region, or the WALL LINE COUNT.

Top solid layers

End print height

Bottom solid layers
Part name

|
A J

™ Fuse 3

e _Omm-1mm 0,0,2)

L

\

\

Outline/Perimeter shells

Start print height

Extruder Layer Additions Infill Support Temperature

Extrude . iti Support Temperature Layer Settings

ayer Modifications

Start printing at height mm
Stop printing at height mm

Primary Extruder |Extruder 1 -

8y Layer Height

Top Solid Layers

Bottom Salid Layers
Cutline/Perimeter Shells _

Qutiine Direction: ®) Inside-Out () Outsigy

External Thin Wall Type :Allow single extrusion walls =

Internal Thin Wall Type |allow gap fill b [ Printmendaseguential sl timization
Allowed perimeter o\.'er|ap L8 |:| Single outline corkscrew printing mode (vase mode)

Please follow the link for instructions on how to adjust the settings based on Z-height:

https://www.youtube.com/watch?v=8e1QpC5oty8
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