
MAXXESHOP3D 

Maxxeshop3d Resource Guide · Print Settings Explained (intermediate users) · March 2026 

 

MAXXESHOP3D 

 

 

PRINT SETTINGS EXPLAINED 

(INTERMEDIATE USERS) 
How interacting print settings change strength, throughput, bridging, surface finish, and repeatability 

Overview 

Intermediate users should tune settings as systems rather than isolated sliders. This guide explains how speed, acceleration, cooling, 

flow, bridging, shell strategy, and support refinement work together on real prints. 

 

Intermediate focus 

Tune related settings as a group. Decide the goal first: cleaner surfaces, better bridging, stronger parts, or shorter print time. 

 

 

 

 

 

Prepared for educational resource centres supporting 3D printing, entry-level profiles, and first successful prints. 
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1. Speed is a system, not one number 

Separate visible speed from hidden motion settings 

At the intermediate stage, print speed must be considered alongside outer-wall speed, travel speed, acceleration, and minimum layer timing 

because all of them change how the machine really moves. 

 

Speed and acceleration 

•  Outer walls are usually slowed for appearance while infill can run faster for efficiency. 

•  Acceleration controls how quickly the printer reaches the requested speed. High acceleration reduces time but can add 

ringing and make small parts harder to control. 

•  Minimum layer time slows printing on tiny parts so plastic has time to cool before the next layer is deposited. 

Cooling and bridges 

•  Bridge settings often use special speed, flow, and fan values because unsupported strands behave differently from normal 

layers. 

•  More cooling can improve bridges, but only if extrusion and temperature remain stable. 

•  When bridging worsens, compare bridge speed, fan, temperature, and line width together instead of changing only one 

value. 

 

Figure 1. Intermediate tuning treats motion, heat, and cooling as a linked system rather than separate controls. 
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2. Flow control and extrusion stability 

Requested speed still has to fit the material 

A slicer can ask for more material than the hotend can melt and push consistently. Intermediate users should learn to recognise when 

speed, layer height, and line width demand too much flow. 

 

Flow, line width, and layer height 

•  Flow or extrusion multiplier fine-tunes how much plastic is laid down. Small changes can correct light over- or under-

extrusion after calibration. 

•  Larger line widths and taller layers increase the amount of material needed every second. 

•  If surfaces look matte, thin, or inconsistent at higher speeds, the printer may be near its flow limit. 

When the flow limit is the real problem 

•  Raising temperature can sometimes help flow, but it can also increase stringing or soften detail. 

•  A lower speed or lower layer height often restores consistency more safely than pushing the profile hotter and hotter. 

•  Intermediate users should test one material at a time because each filament has a different stable flow window. 

 

Figure 2. The same printer can be stable or unstable depending on whether the requested speed stays inside the material-flow 
envelope. 
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3. Strength, shells, and geometry-aware choices 

Match the settings to the part's job 

Intermediate profiles should be built around the function of the part. The strongest or cleanest print is often produced by a different setting 

mix than the fastest one. 

 

Shell strategy 

•  More walls strengthen edges, holes, and screw zones where stress starts on the outside of the part. 

•  Infill pattern changes how the inside distributes load. Some patterns are faster; others spread force more evenly. 

•  Top and bottom thickness should be increased when the part needs a more sealed or more rigid surface. 

Adaptive and geometry-aware tools 

•  Variable layer height can preserve detail on curves while using thicker layers on straight regions to save time. 

•  Bridge-specific and overhang-specific settings let the slicer treat weak features differently from the rest of the model. 

•  Intermediate users should rotate the model before increasing support density, because geometry often solves the problem 

more cleanly. 

 

Figure 3. Shell strategy usually changes strength more efficiently than a large jump in infill alone. 
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4. Build repeatable material profiles 

Repeatability is part of quality 

A good intermediate workflow produces a reliable starting profile for each material, nozzle size, and intended quality level,  then uses small 

part-specific changes only when necessary. 

 

Profile structure 

•  Separate material behaviour from model-specific changes. Keep temperature, cooling, and retraction in the material profile; 

keep supports or orientation changes with the project. 

•  Record the test model, temperature range, and successful settings so another print can be repeated later. 

•  When one change fixes a problem, stop and save the result instead of continuing to tune for no reason. 

Evidence-based tuning 

•  Use a controlled test matrix when deciding between two speeds, temperatures, or shell strategies. 

•  Compare finished parts in the same lighting and from the same angle so the visual difference is easier to judge. 

•  Repeatability matters because a fast one-off success is not yet a dependable profile. 

 

Figure 4. Intermediate users gain speed and quality when settings are saved as repeatable profiles instead of one-off experiments. 


