Easy use of Repetier-Host software

Examples base on version Repetier-Host 1.06

1. Repetier-Host overview

Repetier Host is an easy to use software for 3D printing. The main functions include manual
debugging and model dlicing. Repetier Host is one of the most widely used printing software for
3D printing. Below is an interface picture of successful installation of Repetier - Host 1.06.
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1) user interface language setup
Click Config— Language— English
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After the setup, restart the software. Y ou can see below English interface.
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2)after setting up the language, we can set up configuration linking the printer and the
software.
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(O Click printer settings button as above picture shows; you can see interface
as below picture. First oneis connection option:

A. For connection port, select seria port connection;
B. For COM port, please select corresponding port number of your
printer.Mine is COM925;

C. Baud rate set up as 250000. If yoursis 115200, please change accordingly.
For other setup, just use the default ones.
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Printer Settings

Frinter: |K9Y95 3D v| &

E:OI\I\e"—‘tiOT\|1’rinter Extruder | Frinter Shape || Advanced

Comnector: |Serial Commection V|

Fort: COMi0 w
Fand Rate: 250000 “

Rezet on Comnect TR 1ow-Dhigh->Low v

Reset on Emergency

Keceive Cache Size: |127

I:‘ Uze Fing-Fong Communication (Send orly after okl

The printer settings always correspond to the selected printer at the top. They
are stored with ewery OK or apply. To create a new printer, just enter a new
printer name and press apply. The new printer starts with the last settings
selected.

o

E ] [ Apply ] [ Cancel

Printer setup

A. Extruder travel feed speed: 8000mm/min
B. Z axis feed speed: 8000mm/min
C. For other setup, just use the default ones.

Printer Settings

Frinter: |Keyes 30 v| i

[
Connection

Extruder | Printer Shape | Advanced

Travel Feed Rate: [mmfmin]

I-huis Feed Rate: [mmimin]

Marmal Extrusion Speed: |2 | |20 [mmés]
Marual Retraction Speed: [mmfs]

Defanlt Extruder Temperature: ° B

Defanlt Heated Bed Temperature: 0@

Check Extruder # Bed Temperature

D Eemowe temperature requests from Log

Extruder & bed temperature checking frequency

Check every 3 seconds.

Park Position: X! |g | T |D | Z min: |D | [mm]

[] 6o to Park Pozition after Job/Kill

Send ETA to printer display

Disable Extruder after Job/Kill
Dizable Motors after Job/Kill

Add to comp. Printing Time 8 [%]

Inwert Direction in Controls for [ ¥-hxis

Disable Heated Bed after Job/Kill
Frinter has 51 ecard

[ t-hxis [ Z-hxis

o

£ ] [ Apply ] [ Cancel

® For Extruder, all usethe default ones.
@ Printing shape setup, according to below picture.

A. In the red box, you can enter your printer’s name. Mine is Keyes 3D
B. Select Rostock printer for printer type.
HomeZ: Max

C.HomeX: O HomeY: O
D. Printable radius; 80mm




E. Printing height: 275mm

Printer Settings

Frinter: |KEY95 30 |V| i)
|
| Connection " Printer " Extruder | Printer Shape |Advanced|
Printer Type: |Rostock Printer (circular print sha Vl
Printable Radius: mm
Printable Height: 275 mm
[ OE ] [ Apply ] [ Cancel ]

1. After the above setup, we can link the printer to our computer. Click the connect
button as below picture shows.
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If you see the button as below picture, the connection is succeeded.
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2. After the connection, click manual control and Easy Mode as below picture.
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Y ou can see below interface:
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Then, click the “Toggle log” button
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Y ou can see below interface
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3). Manually control the motor movement
1) Seeif theinstallation is correct by manually control the motor rotate direction
using buttons of X,Y,Z and extruder 1.




Click X on theright, extruder moves to the right; move to the left if click the
left one.

Click Y on the above, heat bed moves backward; moves forward if click the
below one.

Click Z on the above, nozzle moves upward; moves downward if click the
below one.

Click nozzle on the above, nozzle motor moves reversely; moves
forward(feeding) if click the below one. This action requires the nozzle
temperature to reach the melt temperature of the filament.
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2) Control the motor rotation through the display.
In standby mode interface, click the knob button to enter the next level menu.
Click Prepare— Move axis— Move 0.1mm —Move X.MoveY .Move Z or
Move E
For X axis, it moves to the right with increase of value; for Y axis, it moves
backwards with increase of value;for Z axis, it moves upwards with increase of value;
for E axis,it rotates forward(feeding) with increase of value.
Above directions are true when you directly face your display.
After the above, we use G28 to home the machine and check if everything is
working correctly.

4) for height adjustment of 3D printing nozzle and heat bed, please refer to
another file.

2. dlicing

1) parameter setup for Slic3r

Please save each setup.
A. Print Settings
1)layersand perimeters



EEX

File Window Help
Frint Settings |Filament Settings | Frinter Settings
Layer height b
Layer height: 0.4 mm
First layer height 0.35 mm or %
5] Speed
m{ Skirt and brur\ Vertical shells
Lol Support material 122
| Hotes Perimaters [(minimum): |3 :
P Output options SEiral vase: O
| Multiple Extruders
&7 Advanced
Horizontal shells
. : | ~ o -
Solid layers: Top_‘3 & Bottom_|3 i
Huality [slower =licing)
Extra perimeters if needed:
hwoid crossing perimeters (slowl:[]
Detect thin walls:
Detect bridging perimeters:
Advanced
Seam position: !Alig:ned hd
External perimeters first: =
v
e ol

A. Inlayer setting, there are layer height and first layer height. Layer height means height
for each layer during the printing. It's generally base on nozzle diameter. The higher the value, the
coarser the product. The lower the value, the finer.

The height of the first layer will be lower than the other layers because first layer will be pressed
down and if too high, material will pile up, not good for other layer printing.

B. Then it's the perimeters. Perimeter means the minimum thickness of the outer layer,

normally no lessthan 3.

C. Horizontal shells means layers on the top and bottom, often with solid layer. You can
define the top and bottom layer here.

D. For advanced, just use the default ones.

2)infill settings

2 s1ice DEX

File Window Help

Print Settings ‘Filament Settings | Printer Settings

- defanlt - (nedified v (=] Infill

o o Fill density: 0.4 v|%

/’é Fill pattern: honeycomb V|
5] Speed Top/bottom fill pattern: rectilinear V|

[ Skirt and brim

s "
Lal Support material R S e

| Hotes : :
o Dutput options Lombine intill every: |1 |:‘; Layers
l;.) Ml tiple Fxtruders Only infill where needed: .l
& Advanced
Advanced
Solid infill ewvery: 0 |: layers
Fill angle: |45 [
Solid infill threshold area: 0 mn*
Only retract when crossing
perimeters:
Infill before perimeters: [l

Version 1.1.T7 — Remember to checl for updates at http://=lic3r. org




A. In theinfill settings. One option is fill density, which means density of filament.
For fill pattern and top/bottom fill pattern, you can choose freely as they don't affect
product much.

B. For advanced, just use the default ones.

3) speed setup:

9[(=1[

File HNindow Help

Print Settings |Filament Settings | Printer Settinzs

i_ default - (modified VI Speed for print mowes i

Perimeters: 30 mm/ =

il Layer= and perimeters

Small perimeters: 30 mmis or %
é = i External perimeters: TO% |mm;'rs or %
1irt and brim —
Infill: 1] mm's

‘_Dljl Support material

| Hotes Selid infill: B0 mmfs or %
e Output options

[_| Multiple Extruders Top zolid infill: =) mmis or %
“fl fdvanced Support material: B0 mm =
Support material interface: 100% mmis or %
Bridges: B0 mm=
Gap £i11: 20 mm s

Speed for mon-print moves

Travel: 130
i 80
Modifiers
First layer speed: !_30% .mmfs or %
heceleration control (advanced) e

Version 1.1.T - Remember to check for updates at http://slicdr. org!

Special attention: in the first printing, you need to set all speeds at 20mm/s. When the
first printing isa success, you can try to set the speed higher but in reasonable values.

For speed setup, there are many items, but all very clear. Among them, speed for non-print
moves means moving without load. Note that for first layer speed, don't sep too high or filament
cannot stick to heat bed.

4) skirt and brim setup:



File Window Help

Print Settings |Filament Settings | Frinter Settings|

[ default - (modified v Skirt

: -
@l Layers and perimeters Loops: 1 i
7 man Distance fron object: & m
&, Sveed ; Skirt height: 1 % layers
Skirt and brim
L] Support material Minimum extrusion length: ] i
.| Hotes
o Dutput options Brim
Y Multiple Extruders i
7 hdvanced Brim width: i .

Version 1.1.7 - Remember to check for updates at http:/fslicir. org/

This setup is for the nozzle action in the beginning. It will a circle of lines around the
product. We suggest you keep this setup because in the beginning, the nozzle will be in
short of filament. After one circle. The filament feeding will be normal.

5) support material setup:

File HNindow Help

Print Settings |Filament Settings | Printer Settings|

- defant - Godified v |[[H] Support materisl

[l Layer= and perimsters Generate support material: |

7 mmeinl Overhang thresheld: il £

2 Sp.eed X Enforce support for the first: o : layers

Skirt and brim

| ENI——

| Hotes Raft

= Output options Raft layers: 1] | : layers

| Maltiple Extruders e

,‘}b Advanced
Optionz for support material and raft
Fattern: pillars V|
Pattern spacing: 25 mm
Fattern angle: i} :
Interface layers: 3 : layers
Interface pattern spacing: 0 mm
Don’ t support bridges:

Version 1.1.T - Remember to check for updates at http://slicdr. org!

During the printing, there may be hollow parts or connection using bridge. If the bridge is too
long, support is needed. Support is extra part, you can remove after the the printing is complete.
Raft is the base layer during the printing. When printing on glass heat bed, raft is not
recommended.

6) notes



7 Slic3r

File Window Help

Frint Settings |Filament Settings | Printer Settings |
|- default - (odified v

@l Layers and perimeters
7 Inzinl

5} Speed

Skirt and brim

Lul Support material

2| g

Hotes

o Dutput options
‘l_'( Multiple Extruders
7 Advanced

Version 1.1.7 - Remember to checlk for updates at http:/fslic3r. oral
You can add things you want to write down, just like a notebook.
? Slic3r

EEX
File HNindow Help

Frint Settings |Filament Settings | Printer Settings|
|- default - (nodified v

Sequential printing

o fayerns and:perimsbens Complete indiwidual objects: .}

7 Infill Extruder clearance (mm): Radius:IZD F{eight:|20
() Speed

Skirt and brim i an TS

Lul Support material

.| Hotes Verbose G-code: [l

=2 L Output filename format: |[input_fi1ename_base]. geode

A Multiple Extruders

UP hdvanced

Fost-processzing scripts

Verzsion 1.1.T - Remember to check for updates at http://slicdr. org/

This option includes sequential printing and output file etc. Just use the default ones.
8) extruder setup:



7 Slic3r

File Window Help

Print Settings |Filament Settings | Frinter Settings|

Extruders

|- default - (odified v

[
5 :
Lol Support material

g Dutput options

pI@!ultiple Extruders
7 Advanced

Ooze prevention
Enable:

Temperature variation:

Advanced
Interface shells O

. X B
Layers and perimeters Perimeter extruder: 1
Emaky Infill extruder: |1
- Speed ———
[ Skirt and brim Support material extruder: il
Support material interface ’i
] Hotes e |

4F 4 4 4

Version 1.1.7 - Remember to check for updates at http:/fslicir. org/

This option is for multiple extruders. Not needed for 1 extruder.

9) advanced:

7 Slic3r

File Window Help

Print Settings |Filament Settine

rinter Settings|

Extruzion width

|- defanlt - modified v/

@l Layers ard perimeters Defanlt extrusion width: o
Infill First layer: Z00%

9 Sp.eed . FPerimeters: [u]

Skirt and brim

;ul Support material Infill: o

| Hetez Solid infill: 0

@Dutput options T 1id infill: o

= op solid infill:

A Multiple Extruders &

& Support material: o

mm

mm

mm

mm

mm

mm

mm

Flow

Bridge flow ratio: 1 [
Other

Threads: 2

Resolution: o

(Leave O for auto)

(leave 0 for default)
(leave 0 for default)
(leave 0 for default)

(leave

* o

* o

® o

% (leave 0 for default]
% o

® 0 for default)
% o

(leave O for default)

(more speed but more memory usage)

Version 1.1.7 - Remember to check for updates at http://slicir. erg/

Suggest not to change any parametersin this option.

B. Printer setting

1) for thisoption, just setup asbelow picture.
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File MNindow Help

: : - - o 2
| Frint Settings || Filament Settings | Frinter Settings

Size and coordinates

|- default - (modified v|

Bed size:

Frint center:

A Extruder 1 T offzet:

Firmware

Gi-code flawor:

Capabilities

Extruders:

Advanced

Use firmware retraction:

Vibration limit:

Use relative E distances:

x:/100 ¥: (100 mm

0 mm

iRepRap Marlin/Sprinter/Repetier)

O

L€

He

Version 1.1.7 - Remember to check for updates at hitp://slic3r. org

2) custom G-code

7 Slic3r

File Window Help

. . : . T :
| Print Settings | Filament Settings | Frinter Settings

Start G-code

GEG ; home all axes
G1 Z5 F5000 ; 1lift nozzle

End G-code

Mi04 30 ; twn off temperature
GEG K0 home X axis
M4  dizable motors

Layer change G-code

E

E

Version 1.1.7 - Remember to check for updates at http:/fslicir. org/

; Default start code
M 140 S95

M 104 S220

G28 ; Home extruder
G29

G1 715 F1500

;G28 X0 F2000
;G28 Y0 F2000

M107 ; Turn off fan
G90 ; Absolute positioning



M82 ; Extruder in absolute mode
{IF_BED}M190 S100

; Activate all used extruder
{IF_EXTO}M104 TO S225

G92 EO ; Reset extruder position
; Wait for all used extruders to reach temperature
{IF_EXTO}M109 TO S225

G92 EO

G1 E15 F500

G92 EO

M300 S1000 P3000

MO

PAERBESZE TG G AR .

3) Extruder setup

7 Slic3r

File HNindow Help

[~ defeult - (uodified \}_I Size

— i : 0.4 ‘
&) General Hozzle diameter: | | .mm
o Custom G-eode

ﬁ Extruder 1 Fozition (for multi-extruder printers)

Extruder offset: x:(0 | w0 | mm

Retraction

Length: 1 mm (zero to disable)
Lift I ] [ nm
Speed: 30 | : mmis

Extra length on restart: mm

Minimum travel after retraction: mm

EKetract on layer change:

O ®E[=]=

Wipe while retracting:

Retraction when tool iz dizabled Cadwanced settings for multi-extruder zetups)

Length: 10 mm (zero to disable)

Extra length on restart: o mm

Version 1.1.T - Remember to check for updates at http://slicdr. org!

For extruder setup, because we only need one extruder. That means we only need to have one
setup.

Size: According to actual situation. For Pri3, nozzle diameter is 0.4mm.

Position: stop position when printing is complete. Y ou can set up freely but do not exceed the
printing area.

Retraction: after printing out 1 filament, the extruder will have a retraction. You can set up
here though we suggest we go with the defaults.

Advanced is for multiple extruders, you don’t to set up for 1 extruder.

C. filament setting



1) filament setup

DER

File HNindow Help

| Print Settings | Filament Settings |Printer Settinzs

- defantt - Goditied v| [ Filanent

Diameter: 1.75 mm

Filament

, Cooling Extrusion multiplier: 1

Temperature [* Cl

Extruder: First layer:|200 : Other layers: 200

4F 43

Bed: First layer:|0 : Other layers:|D

Verzsion 1.1.7 — Remember to check for updates at http:/fslicdr. org/

® Filament setup: diameter according to actual diameter, usually are 3mm and 1.75mm.

® Temperature setup: this setting is important. There are two kinds of materials. One is
ABS; another one is PLA. For ABS, temperature settings are: extruder 220°C, heat bed
110°C; for PLA: extruder 185°C, heat bed 55C.

2) cooling setup

DER

File HNindow Help

[- defanlt - (modified v| Enabls

- Keep fan always on! D
QFllament Enable auto cocling:

Cooling

If estimated layer time iz below "30s, fan will run at 100% and
print speed will be reduced so that no less than 30s are spent on
that layer (howewer, speed will newer be reduced below 10mm/s).

If estimated layer time iz greater, but still below “BOs, fan will
run at a proportionally decreasing speed between 100% and 35%.
During the other layers, fan will be twrned off.

Fan settings

Fan speed: Min: |35 £ Max: (100 ¥
%

Bridgez fan speed: 100

Disable fan for the first: 1

layers

Cooling threshalds

Enable fan if layer print time iz belew: |BO : approximate seconds
: : . : : i ¥

Slow down if layer print time is below: 30 L @pproximate seconds

Min print speed: 10 * s

-

Verzsion 1.1.7 — Remember to check for updates at http:/fslicdr. org/

For cooling option, it's mainly used in printing small objects or printing hole parts. Otherwise,
warpage will happenin printing big objects.

2) CuraEngine Settings

Open Repetier-Host software; click slicing software; select CuraEngine as red circle shows.



| Object Flacement | Slicer |Frewiew " Marual Control " 1] Car-:ll

>

Slicer: CuraEnzine hd | B8 Manager ]

[ L3 Configuration ] -
Print Settings:
Frint C-:nnfig:urati-:nn:i efanlt V|
Adhezion Type: |Hu:-ne V|
B8 0.2 mm v |
Support Type: |Ever3-'where V|

Click configuration, you can see CuraEnginesetup interface as bel ow.
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Trint | Filmeat
Dafwalt
Spaed ol Quality | Servctores | Bxtrusiom | -Codes | Mraaced
hand
Sl Fast
Triny 0 w0 [maiad
Traval o i [mafs] Trint Configeration: sfwlt -
¥ o o [mafs] ABazica Trpe Fran -
= w (o] by 52 e -
= w [mats] [— e Trarrehars w
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-
Cornacted: Eayez 3 Extroder: 27.2% C/OSE Bad: 27.1° C/OSE Ids | |

1) printing setup

A. Speed and quality
For the first time printing, please refer to below setup. After the setup, click “save
as’and enter a name in the prompt box to save as your own configuration. For the first layer,
extrusion width can set up as 200% to increase bonding between the printing object and the heat
bed to avoid warpage.



3D View | Tempersture Curve| Cura |

CuraEngine Settings

Print | Filament

[Defau1t

Speed and Auality

Structures | Extrusion | G-Codes | Advanced
Spaed

Slow Fast
Print: [0 | | | [mnf]
Travel: [eo | [eo | [mnf=]
First Layer: [0 | [ | [mnf=]
Outer Perimeter [0 | Jw | [mnfs]
Inner Perimeter E | Jw | [mnfs]
Infill: [+ | [0 | [mnfs]
Quality
Defanlt Quality: [0.3 mm |

0.2 mm Selected Quality Setting

EET R
Layer Height: 0.3
First Layer Height: 0.3

[mm]
[mm]

First Teyer Extrusion ¥idth: |00

[%]

B. structure

For the first time printing, set up as below picture. For different object, set up different parameters

for better effect.

3D View | Temperature Curve| Cura |

CuraEngine Settings

Print |Filament

[Defaalt

v [ @5

J

[ 5ave as . |

i Dalate

Speed and Quality | Structures |Extrusion | G-Codes | Advanced

[ @ Impert | [ @ Eport

Infill

Shell Thichness
Top/Bottom Thickness
Infill Overlap
Infill Pattern
Selid Top Infill

Support
Support Fattern

Air Gap Layer 0
Air Gap

C. extrusion

1e [nm]
1z [nn]
0 [%]

Automatic

Solid Bottom Infill

I

&
&
<

i

[mn]

sl[=|[=| =[x
rof

¥om. Surface Layer

Overhang Angle: 45 r1

Fill Amount 15 [#]

Distance XI: 0.7 [nn]

Distance T [nn]

Skirt and Brim

Skirt Line Count Brim Hidth [nn]
Skirt Distance: [an]

Minimum Skirt Length 150 [mm]

Raft

Extra Margin [wn] Line Spacing [am]
Base Line Thickmess [nn] Base Line Hidth 0.7 [ ]
Interface Thickness [nn] Interface Line ¥idth 0.2 [mm]

1>

Set up as below picture. If there is only one extruder, no need to set up multiple extruder

option. If you are printing spiral object, you need to select option “ spiral perimeter”.
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CuraEngine Settings
Praol | Filssant
Defualt v [ @S ] [ saws o ] Delats
[ @ Tapere ] [ @ Eepere
Snesd and Guality | Strnctures | Extrusson | G-Coades | Advancad
I sder Tettinge
[ Spsralaze Contour Binimize Crossing Perimebors Esable Bvlrechion
Batractisn Spesd: an [aa/z)
Batraction Distancs: 0 [aa]
Bisimos Travel bafors Batracly [aa]
Bisimoen Extravien befors Rty (2 [aa]
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Combine Everything (Iype A)
[] Combine Everything (Typs B)
[] Kesp Open Faces

[7] Extensive Stitching

Before moving on to setup for next option, save thelast setup first.
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For ABs, temperature settings are: extruder 220°C, heat bed 100°C; for PLA: extruder

185C, hesat bed 55°C.

3D View | Temperature Curve

Cura

CuraEngine Settings

Frint L

Default

Filament

Filament Diameter:

Flow:

Temperature
Frint Temperature:

Bed Temperature:

Cooling

Win Fan Spesd:
Wax. Fan Speed:

Mininum Layer Time:

CuraEngine only supports ome extruder diameter and flow value, because it asszumes identical extruders
walues, the walues from the first extruder are used for all. Print temperatures are set in the start gcode,

materials is no problem
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For conling the highest values of all extruders are used
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If you have a multi-extruder setup with different
zo using different temperatures for different



