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TEVO Tornado

DRUKARKA

A Rozmiar zestawu300 X 300 X 400 mm

A2 @& (0ol OHul MékllE3D Titan (Bowden)
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FilamentyElastyczne

A Rodzaj dyszyl.75mm.

A Kolor wydruku Jednokolorowy
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HOT SURFACE
DO NOT TOUCH!

CAUTION
Before touching power off uu;‘)é\amod and Wait at least 10 minutes §
Still hot 4fteh powered off)

Do np/( leavéunttended)

Keeg away from childrent
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Glass Cover Magnetic Cover Mirror Cover
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Prints DO NOT STICK
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s L Limaker l

Glue

HairSpray

PLA 50-60°C
ABS 100-110°C
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HOTENIRzZYyDYSZA
PODGRZEWANA




HOTEND

Otoczenie Temperatura (pokojowa)
Temperatura zeszkleni@l'g
Temperatura topnienigTm)

Heat sink w/active
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55 heat break
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Otoczenie Temperatura (pokojo : — Melt Zone
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Silnik 1 do ruchu w osi X
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Silnik 3 dla ruchu w osi Z

Silnik 4 do ruchu ekstrudera

ki spos-b si 0 zatr
ane sO przegOczni
W kalddym silniku, z
ekstrudera, znaj duj e si 0 |
przegOczni k.
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EKSTRUDER
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EKSTRUDER

Drive gear

filament & &

feed direction

Bowden tube extrusion system

Hot end

7

|

filament
feed direction

Direct
extrusion

hot end
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PLUSH): PLUSY+):
A Czystsze ruchy A Niezawodne wyciskanie
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A Silnik o mniejszej mocy
MINUSY): A Szerszy zakrdgamentow
A Mocniejszy silnik
A Wolniejszy czas reakcji MINUSY-):
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EKSTRUDER

_ stepper motor
filament
I filame nt
width - —
. LY
Y \ small geal
large gear 8- ||
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Teflon Tube

hotend - thermistor or

o Jjjthermunnuple

\— he ater

extrusion width
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technologii FDM?

a) Utrzymanie wydrukowanego obiektu 3D w miejscu
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Auto Home

% Preheat PLA
!

Preheat ABS

| Cooldown

[ Mowe Axis +

Our Trustworthy 3D
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A Szybki przewodnik po programie CURA
Slicing(j ednym z wiodOcych pr
ci O0cli a) .




PIERWSZE
REGULACJE

Add a printer
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po pierwszym otwarciu e 5 oo
p rO g ra m u ) Profile Standard Quality * v

’D Search Super Quality - 0.12 mm

__ Quah DynamicQualiT:y-D.‘lﬁmm
A Dodawanie drukarki R

Low Quality - 0.28 mm

Walls
_ Create profile from current settings/overrides...

A . - r . o Top/E s
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B3 Infill
Discard current changes
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IMPORTUJ MODYFIKUJ

NARZODZI A DO MODYFI K¢

Ultimaker Cura

APrzesus

A Skalowanie

. N A Obrét

= T A Lustro

O > e J A Ustawienia modelu (zaawansowane)

— AObsguga blokowani a |
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Print settings

mm Profiles

Default

Infill (%)

Gradual infill

Generate structures to support parts of the

model which have overhangs. Without these p” Support
structures, such parts would collapse during

printing.

lil Adhesion
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No Improvement

Slight Improvement

Marked Improvement
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MNormal

Support structure

Support Placement

Everywhere

Support Overhang Angle & | 420 =

Support Pattern Zig Zag

Support Density &7 | 200 O

Support Horizontal Expansion & 00 mm

support Infill Layer Thickness & 022 mm

Gradual Support Infill Steps

Enable Support Interface & v
~ Enable Support Roof & v
Enable Support Floor & v

|i| Build Plate Adhesion <

§S Dual Extrusion ¢

* Special Modes <

{ /< < / Make Overhang Printable

Enable Conical Support @ H v

Use Adaptive Layers &
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File Edit View Settings Extensions Preferences Help

Ultimaker Cura T

olor scheme Line Type ¥ = Standard Quality - 0.22mm & 20% W@ On &! Off ¢

Layer view v

: l

@ 13 hours 32 minutes @
118g-39.61m

Save to Dlik
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PODAWANIE FILAMENTU DO DRUKARKI
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Czasami wydruk ma nadmiar mater roadguhb na
podporek, i aby prawidgowo wykosczyt wydruk,
molna skorzystat z kil ku r-0nych narzddz
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AObraca si 6 za

stepperow |
ACzytci za pomocO.
nasadek szlifierskich




PIASKOWANIE

A Zastosowanie tradycyjnej
techniki szlifowania

A Gatwe do znalezienia i
tani e materi agy

A Gat we do wykonani a
(zalecane dla
poczOt kuj Ocych)
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