APPLYLABWORK PRINTING TIPS

MSLA Modeling Sand

(MMD-R0O01SD)
For Asiga Max UV385 & PRO4K UV385

Resin is well shakened & Optical pathways are clean.

Print Settings:
Download .ini from ApplyLabWork

Start Composer =» NEW =» Material Profile Settings

= Preferences & = select the folder where ini
was downloaded = Select Folder = ok
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NEW OPEN RECENT
Select Material Select Layer Thickness Build Tray
4 Asiga DentaMODEL v 0.050 mm v Low Force v

Material Settings

Visit Open Material Library | Material Profile Settings | Which build tray do I have?

[4 Material Profile Settings X

Import material profile
|7 Browse recent material profiles
View / Save a copy

3£ Delete material profile

I Preferences I

uC‘X

Select materials to show as options in properties. Drag and drop

Size Date Modified Location
24 4/29/24 6:07 AM  Materials

Name
> . Composer
Select Modeling Sand in drop-down menu, and then

select layer thickness and build tray type.
Select Material Select Layer Thickness Build Tray

Modeling Sand v 0.050 mm ~  Low Force
Material Settings
Visit Open Material Library

Material Profile Settings ~ Which build tray do I have?

Note, both FAST PRINTING MODE and Separation
Detect are NOT recommended with Modeling Sand. Keep
them unchecked in Build Wizard before sending file

Presets 7

(] FAST PRINT MODE (") Separation Detect

v

Washing

Submerge print in clean [PA bath for 5 minutes, blow
off excess IPA, set print in a shaded, well ventilated
place to dry before curing.

Curing
Asiga Flash 30 minutes or
Mercury X(Elegoo) 30minutes

Storage and Handling

e Keep environment 15-26°C / 59-79°F

e Not accessible to children

e Filter resin in case of fail prints.

e Slight pigment settlement is normal. Gentally mix
remaining resin in resin tray with rubber spetula
for color evenness.

Dimension Fine Tuning

Printer varies from one to another. If there’s slight
deviation in dimension, open Advanced Settings and
adjust XY compensation value in “1” column before
sending to printer. The larger the negative number, the
smaller the size, and vice versa.

@ print X

Parameters
Modify build parameters for your Asiga 3D printer

[*) Base Plate Configuration 7

Base Plate Thickness: 0.300 mm %

Type: Full Shadow Bounding Box
Add Baseplate to: All parts Supported Parts Only Selected parts
Placement: Underneath Intersecting
Mesh Baseplate Settings
Mesh Shape: Hexagon
Mesh Size: 2.500mm > Mesh Width: 1.000 mm =
Add Build Name to Baseplate
Advanced Configuration 7
Add Range Remove Range Reset Ranges

Drag and drop column headers to adjust ordering.

Name Minimum Burn-In 1 Maximum  Units
SiLe Lount v > o
0.150 12.550 12.698 mm I

Print Range Height 0.000
> Advanced Settings:

Double-click values in white to modify.

Reset Selected Reset All Import Parameters  Export Parameters
Etiontod bl bioems A% ioiibon amd 04 comnmdde
Build Summary PDF < Back l Print Cancel
Name Minimum Burn-In 1 Maximum  Units
Slice Count 0 3 251
Print Range Height 0.000  0.150 12.550 12.698 mm
v Advanced Settings
Heater Temperature 0.0 27.0 27.0 50.0 °C
Minimum Temperature 0.0 27.0 27.0 50.0 °C
Heater Enable 0 1 1 1
Light Intensity 0.01 10.00  10.00 11.28 mW/cm?
Light Intensity Control 0 1 1 1
Exposure Time 0.017 3.690 1.150 s
Fill Exposure 25.00 100.00 100.00 400.00 %
Z Compensation 0.000 0.170  0.060 5.000 mm
XY Compensation -2.000 -0.040 70.040;‘ 2.000 mm
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APPLYLABWORK PRINTING TIPS

MSLA-Modeling - Sand
(MMD-R0O01SD)

Open Printers
Check

e Vatand LCD screen are clean
o Shake well before pouring, (60 sec)
e Do Not overfill vat

Recommend Setting

Layer Burn-in Burn-in Normal  Transition
Printer Thickness layer exposure exposure Layer
(um) count (s) (s) Count
Mars4 50 5 16 2.8 10
DLP
Mars4 100 5 16 3.8 10
DLP
Sonic mini 50 3 18 3 10
8K
Sonic mini 100 3 18 5.2 10
8K
M3 50 5 25 3 10
Premium
M3 100 5 25 5.2 10
Premium

Detail setting of various printers, please refer to
ALW . Each
printer is unique, light intensity varies from
printer to printer. Please adjust normal layer
exposure time to best fit your printer condition.

For size calibration, please download

Washing

95% IPA wash for 5 minutes, shake-off/ blow-
off excess IPA, set print in a shaded airy place
to dry completely before UV curing. (extended
time in IPA causes deformation). Dried print
might be a little tacky to touch

Curing

Post-curing for optimal material performance:
Light wavelength: 405 nm Total light energy
per unit area required on the print: 162,000
mJ/cm?

Example:

Light power on the print = 40mW/cm?, (higher
power per unit area shortens curing time) 162,000
mJ /30 mW / 60 sec = 90 minutes of curing time.

For common curing chambers, the recommended
setting is following:

Post Curing Temperature Time
Chamber (°C) (min)
FormCure
60 30
(FormLabs)
ProCure
. 30 15
(Sprintray)
Phrozen cure XL s
(Phrozen)
Mercury x Cure 30
(Elegoo)
Storage

e Keep resin away from heat & light.

e NOT accessible to children.

e Filter used resin before storage / reprint
in the case of fail print.

o  Slight pigment settlement is normal.
Gently mix remaining resin in resin vat
with soft wiper for color evenness.

Note:

o Keep print lab well ventilated.

e Rinse thoroughly with water if contact
to eyes or skin.

e  Wear chemically resistant gloves when
handling.

e DO NOT pour uncured resin down the
drain. Resin can be cured by sunlight
before discarding.

e Please print when the temperature is
above 20°C,

e This resin is NOT approved for use with
food, or the human body.
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https://applylabwork.com/content/printingtips/MSLA-ExposureSettingProfiles.xlsx
https://www.thingiverse.com/thing:1586206
https://www.thingiverse.com/thing:1586206
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