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Smart Bridges
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If your model has small holes (below 8mm) in its structure, it is advisable to enable the
Smart Bridges option. Then, these holes will be supported with special, easily removable
“bridges.” Once you disable this option, small holes will have the regular type of support
which may be hard to remove.



Weak Spots
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Weak spots are particular areas in a model’s structure which can easily break once you
apply force to the whole object. Such spots appear in 3D prints due to the direction of
printing. In the FDM technology, layers are applied onto one another in the Z axis. It
means that if the force is parallel to the printed layers, your model will crack and break.
That's why, you should evaluate the object’s intended purpose and position it properly
before the printing process to eliminate weak spots. The graphic shows the spool holder
used in Zortrax printers. It has to support the weight of a spool during printing and should
be printed horizontally so that the bending forces will be carried perpendicularly to the
layers.



Position and Print Quality
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Choosing your model’s orientation can highly influence its final look as well. Remember
that when a layer bonds with the already solidified previous layer, there will remain a
slightly visible spot on the print’s surface. That's why, by positioning your model
differently, you can easily eliminate most imperfections from external surfaces which you

want to be as smooth as possible.



Profiles
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Z-SUITE 2 allows you to create customized profiles which you can test and print with as
many times as you wish. Once you choose the best settings for a given model, you can
save your profile and store it in the program’s memory.
Use the Save option and name your profile. It will be included in the drop-down list.

There are also several ready-made profiles with default settings for different types of
models. The profiles’ names indicate possible applications of models.



Replicating .zcode/.zcodex Files

Once you've generated a .zcode/.zcodex file, you can create several copies of the
already prepared model and place them in the workspace. Select the Replicate
.zcode/.zcodex tool icon, type in the number of copies you want to create, and click
Replicate.

Z-SUITE will automatically arrange the models on the platform and won’t allow more
copies than it is possible to place in the workspace.

Each copy will have the same print settings, including the position of seam and
supports.
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Estimated print time- 4h 54m
Material usage 9.83m (23g)

Printer: Zortrax M200 Plus
75 Profile: Last seffings
Support type: Editable
GapX¥: 0.31

Layer. 0.09 mm
Quality: High
Infil: 10%

Fan speed: Auto

Seam: Normal

Outer contours: 0.00

] Holes: 0.00

Surface layers Top: 8
Surface layers Bottom: 4
SupportLite: No

Smart bridges: Yes.
Firstlayer Densily: 100%
Firstlayer Print speed: 100%
First layer Flow ratio: 100%
Firstlayer gap: 0.21 mm
Raft Enabled: Yes
Rafllayers: 6

Platiorm-aft gap: 0.23 mm
Raft Density: 100%

Raft Print speed: 100%

Raft Flow ratio: 100%
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Estimated printtime: 15h 9m
Material usage: 29.47m (70g)

Priter: Zortrax M200 Plus
5% Profile: Last settings
Supporttype: Editable
GapXV: 0.1

Spacing: 2.50

Fan speed: Auto
Seam: Normal

Outer contours: 0.00

s0% Holes: 0.00

Surface layers Top: 8
Surface layers Botiom: 4
Support Lite: No
Smartbridges: Yes

First layer Density: 100%
First layer Print speed: 100%
Firstlayer Flow ratio: 100%
Firstlayer gap: 0.21

Raft Enbled: Yes
Raftlayers:6

Platfor-raft gap: 0.23 mm
Raft Density: 100%

Rat Print speed: 100%

Raft Flow ratio: 100%
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Calculating the Print Cost
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The print cost calculator in Z-SUITE 2 allows you to estimate the cost for an individual
print. To calculate the print cost, simply type the cost of a single spool. Press the
Calculate button to see what the total cost of the print will be.



Report
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Once you generate the .zcode/.zcodex, click on the button below the report section on
the right to copy the content of the print settings report to the clipboard.

Z-SUITE 2 will save the print settings in a separate text file together with the
.zcode/.zcodex.



Preview
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Estimated print time: 1d 17h

Material usage: 11.36m (34g)
Support usage: 20.19m (53g)

Printer: Zortrax Inventure:
Profile: Last seffings

Support type: Automatic.
Support: 60°

Support material: Z-SUPPORT
Material: Z-PETG

Nozzle diameter- 0.4 mm
Layer 0.09 mm

Quality: High

Infil: 50%
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In the PREVIEW menu on the right, there is a list of components which you can hide or
show from the model's preview once the .zcode/.zcodex file has been generated:
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Estimated print time- 1d 17h

Material usage: 11.36m (34g)
Support usage: 20.19m (59g)

Printer: Zortrax Inventure:
Profile Last settings
Supporttype: Automatic
Support: 60°

Support material: Z-SUPPORT
Material: Z-PETG

Nozzle diameter- 0.4 mm
Layer 0.09 mm

Quality: High

Infil: 50%

Py o o
< BACK e et et EXPORT FILE >
MODEL PRINT SETTINGS PREVIEW




PLATFORM
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Estimated print time: 1d 17h
17m

Material usage: 11.36m (34g)
Support usage: 20.19m (59g)

Printer: Zortrax Inventure
Profile: Last seftings

Support type: Automatic
Support: 60°

Support material: 2-SUPPORT

Infil: 50%
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REPORT a]

Estimated print time: 1d 17h
17m

Material usage: 11.36m (34g)
Support usage: 20.19m (59g)

Printer: Zortrax Inventure
Profile: Last seftings

Support type: Automatic
Support: 60°

Support material: 2-SUPPORT
Material: Z-PETG

Nozzle diameter: 0.4 mm
Layer 0.09 mm

Quality: High

Infil: 50%
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Estimated print ime: 1d 17
7m

Material usage: 11.36m (34g)
Support usage: 20.19m (59g)

Printer: Zortrax Inventure:
Profil: Last settings
Supporttype: Automatic
Support: 60°

Support material: Z-SUPPORT
Material: Z-PETG

Nozzle diameter: 0.4 mm
Layer 0.09 mm

Quaiity: High

Infil: 50%
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MODEL, you can uncheck the model to see what the seam will look like in your print
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Estimated print ime: 1d 17
7m

Material usage: 11.36m (34g)
Support usage: 20.19m (59g)

Printer: Zortrax Inventure:
Profil: Last settings
Supporttype: Automatic
Support: 60°

Support material: Z-SUPPORT
Material: Z-PETG

Nozzle diameter: 0.4 mm
Layer 0.09 mm

Quaiity: High

Infil: 50%
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Estimated print time- 1d 17h
17m

Material usage: 11.36m (34g)
Support usage: 20.19m (59g)

Printer: Zortrax Inventure:
Profil: Last settings
Supporttype: Automatic
Support: 60°

Support material: Z-SUPPORT
Material: Z-PETG

Nozzle diameter: 0.4 mm
Layer 0.09 mm

Quaiity: High

Infil: 50%
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