








VIVEDINO TROODON
The Troodon also requires some custom G Code to work properly, the settings in Cura are: 

Be sure to also set your Extruder 1 to a .4mm nozzle size, and the material diameter to 1.75mm. 
No offsets are needed for the extruder settings, so leave all the rest of those settings at 0.

M42 P25 S0
M42 P26 S0
M42 P24 S255
M280 P7 S160
T0
G92 E0
G1 E-10 F1800
G32
G29
G1 X0 Y0 F4800
G92 E0
G1 E10 F540
G92 E0
G1 E-3.0000 F1800
G1 Z0.200 F1000
G1 X300 Y0 E43 5631 F1000
G92 E0
G1 E-8.0000 F5400
G1 X155 Y150 F18000
G1 E0 F5400

G91
G1 Z+1.00 X+20.0 Y+20.0 F20000
G1 Z+10.00  F20000
G90
G1 X300 Y300
G90
M104 S0
M140 S0
M106 S0
M84
M42 P24 S0
M42 P25 S0
M42 P26 S255

* This Start G-code will run the printer through mesh bed levelling at the start of each print, so 
be patient while it probes the bed in several points. We may end up moving this mesh bed 
generation to a macro command which can be executed separately from the print process, 
but for now this is the easiest way to maintain good bed calibration for multiple users.

* The Troodon also has the capability to accept sliced files over the network. Once this feature 
has been fully set up we will add specific instructions to this guide on how to set up your own 
laptop, etc. for wifi transmission.
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if you find yourself experiencing that issue. Setting this value higher in .2mm increments can help 
fill gaps created by under extrusion.

These settings are auto-generated by other values you set in Cura, and you
typically want to leave them that way. Changing these is best accomplished by changing the 
Top Thickness, Bottom Thickness, or Top/Bottom Thickness, and letting Cura calculate the 
other values. If either the top or bottom of your 3D Print is having issues with the filament goop-
ing together, increasing these values can help give your print a little more thermal mass in these 
finicky areas to help achieve better prints.

will set both the amount of material deposited on the interior of your part, as well as the pattern it is layed
down in. For most prints, we recommend using a Cubic In�ll Pattern, and roughly 20% In�ll Density. Increasing 
In�ll Density can add more structural strength to a part, as well as helping to make things more watertight or 
liquid-tight, while decreasing this value can save on material use. Using too low of an in�ll can cause sagging and 
print issues, depending on the 3D model being printed. Feel free to play around with the In�ll Patterns, but gener-
ally Cubic will give good results in both strength and part quality.

is generally the �rst place you want to look if you’re having issues with a print. Printing Temperature
is the temperature the nozzle will be heated to, and Bed Temperature sets the temperature of the print bed. Most 
�laments will list their recommended Print and Bed Temperatures on the roll, making it easy to �gure these num-
bers out. If you’re having issues and suspect that one or both of these are to blame, you can always refer to the 
material chart in this guide, or Google the �lament in question to try to �nd best settings online. Printing a Tem-
perature Tower (another Google search to �nd one you like) can also help you determine what the best tempera-
ture settings for a material are.

in a general sense controls the speed at which the print head moves around. This is another setting which
can help you with troubleshooting if you’re having issues. Some materials (TPU, �exible �laments, and PETG, for 
example) tend to print much better at lower speeds.

the basic settings here will control whether Enable Retraction is ticked, and whether Z Hop is ticked. 
Enable Retraction will tell the gears which feed the �lament into the hotend to pull the �lament back a bit when 
the print head is travelling without extruding. This helps prevent stringing (little ‘strings’ hanging o� of a print), as 
well as creating a cleaner and more reliablly uniform print surface on the part. Z Hop will lift the Z axis a minute 
amount while the print head is travelling without extruding, and can help in prints which use a lot of vertical 
supports or have tall pieces to them (generally tall prints are more prone to failure, Z Hop can help with this a bit).

controls whether the part cooling fan is turned on, and how fast it will spin at maximum Fan Speed.
Cura’s automatic settings for Cooling are generally pretty good, but if you’re getting poor layer adhesion (visible 
lines between layers), lowering the Fan Speed by increments of 5-10% can help solve this, depending on the 
�lament used.

will place support material under any overhanging parts which overhang by an angle greater than 45 
degrees. In the part preview window, overhangs which may fail to print without support will be highlighted in red, 
letting you know if you should enable support or not.

controls the method used to adhera a printed part to the build surface. This can
vary depending on material and the 3D model. Generally, Skirt will leave a thin line around the part to be sure the 
nozzle is laying down material well before it gets to the part itself, Brim will create a 1 layer thick surface touching 
the print to help it adhere to the bed and not realease or warp, and Raft creates a 4 layer surface around and under 
the part, which can be helpful with more di�cult the print materials to prevent warping and part failure.

is the workspace in which most Slicing work is done. Once you settings are in place, you can click
SLICE in the bottom right corner to generate the GCode �le. Once a �le is SLICED, you can then use the

tab to get a layer-by-layer estimation of how the �le will print. In this workspace, the right hand side of
the window will let you scroll through layers to preview how they will lay down and is helpful to identify potential 
problems before they eat up hours of your time. Once a �le is fully SLICED, you can either send it to the printer over 
a USB connection (Taz 6), or save it on a Micro SD Card to insert into the printer (Wanhao Duplicator i3).



Machine Setup
Our 3D Printers operate on many of the same principles, but have some important distinctions between them 
which will a�ect how you get the machine ready to print your part. Be sure that you’re using the same machine you 
sliced the �le for in Cura, otherwise you will likely have a bad experience.

Lulzbot Taz 6 Wanhao Duplicator i3
The Taz 6 uses 2.85mm diameter �lament, and has a 
larger build volume. To load �lament
1. Power the machine on.
2. In the navigation menu, choose ‘Change Filament’
3. Choose either ‘Preheat PLA’ or ‘Preheat ABS’, depend-

ing on the temperature needed by the �lament you 
are using. Getting an exact temperature match isn’t 
crucial here, so consult the Material Chart and pick 
which one more closely �ts you �lament.

4. The printer will home, begin heating, and unload any 
�lament that is loaded. While it’s doing this you can 
get your �lamnet loaded on the spool holder and 
ready to go.

5. When prompted, disengage the �lament guide on the 
print head, feed your �lament in until you get a bit of 
resistance, then engage the �lament guide once 
again. Sometimes the guide may need to be adjusted 
a bit, this is done with the two thumbscrews on the 
left hand side of it.

6. Con�rm in the panel that the �lament has been 
loaded. The machine will feed some through, let it 
�nish then discard the excess �lament it fed through.

7. With the �lament loaded, you can either load your 
sliced �le into the Cura install on the printer laptop, or 
attach your own laptop via USB with Cura set up for 
the Taz 6. Either way, once the �lament is loaded, be 
sure your �le is sliced, then hit ‘Send’ in the lower right 
corner of Cura. The printer will run through a homing 
and leveling process, then begin printing.

8. Watch the �rst few layers go down, as this can be a 
good indication if the print will have any issues. 
Making sure the �rst layer has good adhesion and 
doesn’t have any weird issues is always a good idea. 
After con�rming this, the print will proceed as 
needed, and �nish close to the estimated time given 
in Cura.

9. To unload �lament, select ‘Change Filament’ again, 
and repeat the above steps until the �lament is 
ejected from the print head. Now you can power the 
macine o� and put the �lament away.

The Wanhao uses 1.75mm diameter �lament, and has a 
bit smaller total build volume. To load �lament:
1. Power the machine on (switch is one back of control 

unit).
2. In the navigation menu, choose ‘Quick Settings’ -> 

‘Preheat PLA’ or ‘Preheat ABS’, depending on the 
�lament you’re using. Try to roughly match the nozzle 
temp to whichever material your �lament is closest to.

3. Back out of the menu so you’re looking at the main 
screen. Here you can monitor the nozzle and bed 
temperature. Wait for the nozzle to heat to either 
215C or 240C, depending on what you chose above. 
While the nozzle is heating you can get your �lament 
ready and on the spool holder.

4. Once the nozzle is within a few degrees of its target 
heat, insert the end of your �lament roll into the PTFE 
tubing. Don’t force it in, just put it in until you feel a 
little resistance.

5. In the navigation menu, select ‘Extruder’ -> ‘Extruder 
Position’. Turn the dial clockwise to feed �lament into 
the hot end. This interface can be a little �nicky, but 
stick with it a few turns at a time until you get a steady 
�ow of �lament out of the nozzle. Remove any of this 
extra �lament, and make sure the print bed is clean 
(Isopropyl Alcohol and a rag work great for this).

6. Back in the menu, choose ‘Print File’. Be sure that the 
micro SD card is inserted in the machine with your 
sliced �le on it BEFORE powering the machine on. If 
not, just shut the printer o� and turn it back on with 
the micro SD in. In the ‘Print File’ menu, navigate to 
your sliced �le (the newest �le will populate at the 
bottom of the list, so just scroll down a bit to �nd it). 
Select your �le, then wait for the printer to home and 
begin printing. If there’s any material ooze from the 
nozzle while it homes, feel free to carefully remove it 
with a pair of tweezers.

7. Wait to con�rm that your �rst layer has successfully 
layed down. A lot of print issues can be solved by 
making sure the �rst layer adheres properly. After this, 
let your print run until it is �nished. Watching the �rst 
several layers can often give a good idea of if there are 
any issues to deal with.

8. To unload �lament, pre-heat the nozzle, and use the 
‘Extruder Position to back the �lament out until it can 
be pulled free from the PTFE tubing.



Machine Panel Options
All our machines can be tweaked and operated from the front panel. Some of these options are for advanced users 
and should be left as they are, and some are necessary to use the printer. Some of the more necessary options are:

Vivedino Troodon

Vivedino Troodon
The Troodon powers on from the bottom left side of the machine, just behind the wifi antenna. 
Once turned on, you can use the touchscreen to start loading filament and printing:
1. Select ‘Macro’, then ‘preheat_material’. Different presets are available for PLA, PETG, and 

ABS. Make your selection, then exit the ‘Macro’ menu. Be sure that both the bed temperature 
and the nozzle temperature are highlighted in Red on the ‘Control’ menu, this will start heat-
ing them up (tap on the Bed or Nozzle icon to change the highlight color, Red is heating up, 
Yellow is hold temperature, and White is cool down).

2. While the Nozzle and Bed are heating, place your filament spool on the spool holder in the 
back right of the machine, and feed the filament first through the filament runout detector 
(black piece with a little arrow to indicate feed direction), then into the PTFE tube running 
into the machine chamber. Two free hands are helpful here, you will feel a little resistance 
when the filament get to the extruder.

3. Once everything is heated up, select ‘Extrusion’ from the ‘Control’ menu, select 100mm for 
Amount and 5mm for Speed, then hit ‘Extrude’. Sometimes the filament may not feed into 
the extruder immediately, so watch both the small length of PTFE between the extruder and 
hotend as well as you filament spool to be sure that the filament gets fed in. You may need to 
push the filament from the back of the PTFE tube with a little pressure to get it started, this is 
normal. Once your filament has extruded from the nozzle you can proceed on.

4. With your filament ready to print, you can now hit the icon of the SD Card on the ‘Control’ 
menu. Please note this icon will only display if the SD Card is in the machine. In this menu, 
you can select the SD Card (usually SD1 or SD0), then navigate to your file and select it to 
confirm to Print. The machine will heat if necessary, run through the homing and bed mesh 
process, and begin printing.

*If you’re printing with PETG, Nylon, or any other material which likes to adhere a little too well 
to a PEI bed surface, please be sure to put down some glue stick, hairspray, or blue tape on the 
build plate before printing. This helps preserve the bed so it doesn’t get little chunks taken out 
of it by a print which has bonded too well.

The leftmost ‘Home’ button will home all the axes. This
must be done before the machine will accept any 
commands from the ‘Move’ menu. In ‘Move’, you can
select which axis to move and how far to move it in mm
*Please note that when the x-axis homes, it tends to
bump the cable chain against it’s retaining bracket. If
you manually hold the cable chain away from the 
bracket with minimal force it’s not such a rough bump.
In ‘Macros’, you can ‘Preheat’ for different materials,
enable ‘Air filtration’ at a set percentage (useful for 
higher temp material which off-gas nastier things), ‘Resume Print’ if a print has paused or had an
issue, and access Wifi information for setting that up. The ‘Print’ menu gives you control over a
running print, and allows you to ‘Pause’ if you need to for any reason. ‘Console’ is for more
advanced debugging, and should only be used if you really know what you are doing. ‘Setup’
gives some general options for the touch display, LEDs, etc., but should mostly be left alone as
there isn’t much in here which will directly affect your prints.







Troubleshooting

Elephant’s Foot, or warping at the bottom of a print, causing it to loose 
adhesion with the bed: Another fairly common issue, this usually comes down to either
Print Temperature, Bed Temp., excessive cooling on the first few layers, or Horizontal Expansion/
Speed. Essentially what is happening is that some parts of the print are cooling faster than 
others, at a rate which is causing noticeable warping. Printing a Temperature Tower can help you
determine if it’s an issue with nozzle temperature, if that’s not it we recommend next decreasing
your initial cooling, followed by increasing Speed incrementally and/or increasing  Horizontal
Expansion in small increments.

Print not sticking to the bed, or releasing mid-print: Different materials have different
properties, and getting one material to correctly adhere to the print surface can be quite
different from another. Sometimes using a little bit of hairspray, or a layer of painter’s tape on 
the print bed can help with adhesion. A good tip for ABS is to make a slurry out of a little bit of
the filament dissolved in Acetone, and paint a thin layer of that on the bed. Glue sticks can help
in a similar manner. This can also be a matter of print bed temperature. There are multiple ways 
to improve adhesion, if you are having an issue a Google search of your specific filament can 
often help solve the problem.

Poor layer adhesion: This will be apparent if there are small gaps between your printed
layers. This can usually be solved through increasing the print temperature in 5C increments, 
increasing your layer height in small increments, lowering your speed, or reducing your cooling.
Increasing Horizontal Expansion can also help, and playing with your Top/Bottom settings can
if the issue is more prominent toward the bottom or the top of your printed part.

Stringing: This is what we call it when you get a bunch of small ‘strings’ or ‘fuzzies’ coming off
of a surface which is meant to be smooth. This usually has to do with temperature and 
extrusion, printing an extrusion tower or extrusion test is the first place to start (Google is your
friend here).

Ringing or layer shift: Ringing is when the individual print lines of each layer are more 
pronounce than usual, and layer shift is the extreme end of this, when a layer will noticeably
shift from where it should be. The primary culprit in both is usually Speed - when the print head
is moving so fast that the motors may skip steps, or the GCode may lose track of correct head
positioning. Sometimes fast head movement is ideal, but if you’re having either of these issues,
try reducing your speed, and potentially reducing your printing temp. a bit as well to 
compensate. 

Filament not feeding correctly through the nozzle, or there is a big pile of goop
on the nozzle or hotend: This is usually caused by a clog in either the nozzle or the hotend.
Nozzles wear out over time, and any residue left behind by a lower temperature filament can
potentially carbonize when heated to a higher temperature than it is rated for, both of which can
cause a clog. Often a clog can be resolved by heating the nozzle up, and using one of the 
cleaning tips to gently work the clog out of the heated elements. If this helps get the filament
flowing again, it’s often a good idea to extrude a little filament to try to grab whatever was 
causing the clog, then let the hotend/nozzle start to cool down. As the nozzle is cooling, you can
do a cold pull (manually forcing a little filament through at a reduced temperature) to help grab
any other bits that were causing the issue. Alternatively, this can also be down to extrusion and
retraction settings in Cura. If it doesn’t seem to be a clog but you’re still having extrusion issues,
try raising your printing temperature and/or changing your Retraction in Cura (you’ll need to
enable Advanced or Expert settings for the latter to be visible). 

There are a lot of variables in 3D Printing, and �guring out which speci�c one(s) are causing problems can some-
times be a process. A few common problems, and potential solutions:





Alloys and Material Science It used to be the case that filaments could be divided among 
clear lines between different types of material, but with the popularity and ease-of-use of PLA, it 
has recieved a lot more attention in terms of R&D. What this means is that there are now multi-
ple alloys and specific formulations of PLA which can perform near the thermal and toughness 
properties of other materials (ABS, PET, etc.). If you have a specific use case which requires a 
particular material, then obviously that material is best suited to your use, but if you’re okay with 
approximate performance you can often get good results out of a PLA Pro or PLA +, which tend 
to be easier to print with. Higher temperature and more industrial materials like Nylon, PC, and 
Carbon filled still have their own unique benefits, so the playing field hasn’t been entirely leveled.

Bed Adhesion: Some filament types tend to require specific aids in adhering to the print 
surface. These may include: painter’s tape, kapton tape, hairspray, glue stick, a slurry made of the 
filament material (mostly ABS for that one). Other, more advanced solutions include PEI coated 
sheets, Buildtak or similar sheets, G10 Garolite, and other sheet goods which can be cut to a 
bed’s specific size and held in place with binder clips while the print is running. Some materials 
can bind to specific build surfaces much more permanently than others (glass build plates like 
the one on the Taz 6 are more susceptible to this), and damage the print bed when removed. If 
you’re unsure about a specific material, please google it before printing to see if it requires any 
special treatment for proper bed adhesion.

Thanks and Happy Printing!

SLACK We’ve tried to build this guide to be as comprehensive as possible, while still maintain-
ing enough brevity that it’s not strictly a technical manual. With so many variable present in the 
world of 3D Printing, we heavily encourage new users to use our Slack workspace if they are 
having issues, or have any questions they’d like answered. We also don’t always have all the 
answers, so we highly encourage people to utilize their search engine skills if they’re having a 
particular problem.




