MAXXESHOP3D

MAXXESHOP3D

PRINT SETTINGS EXPLAINED
(DEVELOPING USERS)

How common profile settings affect surface finish, support removal, consistency, and print behaviour

Overview
This guide helps developing users move beyond default profiles. It explains shell thickness, line width, top and bottom layers, retraction,

seam placement, travel behaviour, supports, and first-layer settings in a more deliberate way.

Developing focus
Begin grouping related settings together. Change one group for a clear goal such as cleaner surfaces, easier support removal, or better

first-layer reliability.

Prepared for educational resource centres supporting 3D printing, entry-level profiles, and first successful prints.
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1. Shell and surface settings that change part quality

Think in shells, not only infill
Developing users should understand that wall count, top and bottom thickness, and line width often influence print strength and surface
finish more than a simple infill increase.

Wall count, line width, and top layers

» Extra walls strengthen perimeters, screw areas, and tall thin parts. They also make dimensions more stable on edges.

* Line width changes how wide each extruded path is. Slightly wider lines can improve bonding and reduce gaps, while narrow
lines can help some fine detail.

» Top and bottom thickness controls how fully surfaces are sealed. Increase it when top surfaces look weak or infill shows
through.

Surface-focused settings

» Outer wall speed is usually kept slower than infill so visible surfaces remain cleaner.

» Seam position affects where the start and end of each wall appear. Hiding the seam on a rear edge often improves
appearance.

« lroning, if used, lightly smooths top surfaces but adds time and may not suit every model.

Walls, layers, and infill
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Figure 1. Shell settings control how the outside of the part is built and how solid top surfaces become.
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2. Retraction, travel, and seam behaviour

Reduce movement marks
When a printer moves without extruding, it can still affect the finished model. Retraction and travel settings help reduce strings, zits, and
visible path scars.

Retraction and travel
 Retraction pulls filament back before a travel move to reduce oozing. Too little can cause strings; too much can cause jams
or inconsistent restart marks.

» Travel speed changes how quickly the head crosses open space. Faster travel can reduce stringing time, but it also
increases motion demands.

 Z hop can lift the nozzle during travel to avoid collisions with curled edges, though it adds motion and time.
Seam and wipe behaviour

« Seam alignment decides where wall starts and stops stack vertically on the print.
» Wipe or coast settings attempt to reduce blobs by managing pressure near the end of an extrusion path.
» These settings should be tuned conservatively because too much correction can create gaps instead of cleaner walls.

Retraction, travel, and seam control
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Figure 2. Retraction and seam settings mostly affect strings, restart marks, and the visibility of travel-related artefacts.
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3. Support quality and first-layer control

Make support easier to remove
Developing users can improve both success and cleanup by tuning support density, interface layers, spacing, and first-layer behaviour
instead of only turning support on or off.

Support detail settings

» Support density changes how solid the temporary support becomes. Denser support can hold surfaces better but is harder to
remove.

» Support interface layers create a smoother contact zone under the model and usually improve the underside finish.

» The support gap or Z distance affects removability. Too close can weld support to the print; too far can leave a rough
underside.

First-layer consistency

« Initial layer height and initial layer speed are often increased or slowed to help adhesion and reduce failures.

« First-layer line width and flow can help fill small gaps and make the bed contact more forgiving.

» A developing user should compare the first layer in preview and on the printer before changing advanced settings
elsewhere.

Overhangs, supports, and bed adhesion

/ e

Gentle overhang Steeper overhang
Often printable without Supports improve underside
support quality and keep the feature

from collapsing.

i —

Brim adds grip around the part

Figure 3. Support interface and first-layer settings strongly affect removal effort, underside finish, and early print stability.
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4. A practical tuning sequence for default profiles

Tune by symptom, not by guesswork
A good developing workflow is to identify the symptom, choose the setting group most closely related to it, and test a small adjustment
instead of changing many controls at once.

Useful question order

« |s the issue on the first layer, during travel, on an outside surface, or inside the part? The location tells you which setting
family matters most.

* Does the problem appear every time or only on one model? A model-specific geometry issue may need orientation or
support changes, not a full profile rewrite.

» Can the preview already show the likely cause, such as weak top coverage or excessive support touch points?

Profile-building habit
» Save profiles by material and nozzle size first, then duplicate them for quality or speed experiments.

* Rename profiles clearly so you know which settings changed and why.
» Keep screenshots or notes of good results so the next tuning session starts from evidence, not memory.

Structured validation beats random guessing
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Advanced tuning works best when settings are logged and
compared, not remembered.

Figure 4. A simple tuning matrix helps developing users compare settings logically instead of guessing from memory.
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