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Installation & Update

Anycubic Photon Workshop installation package is located in memory stick,

please install and update the software as following steps.

1. Installation

* Windows
Close the anti-virus software before installation. Open the suitable package

and then follow the guide as shown below.

E AnycubicPhotonWorkshop Setup — @

Welcome to
AnycubicPhotonWorkshop V2.2.19
Setup

Installer Language

N Please select the language of the installer

ca

Setup will guide you through the installation of
AnycubicPhotontorkshop.

Itis recommended that you dose all other applications

before starting Setup. This will make it possible to update

relevant system files without having to reboot your
mputer.

Click Mext to continue.

* Mac
Double click the package. Then, open Finder and drag Anycubic Photon
Workshop to Application.

Applications

Downloads ‘qgv; - 2 W
Applications |ﬁi l.-" M_*,__kv:

Documents

360 EEEAN AnycubicPhotonW
Recents orkshop

Drag Anycubic Photon Workshop to application



Installation & Update
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At last, press "Control”+ click it to open the software.

2. Update

If a new version is released, it will be a popup asking you to update when
you open the software. You can also click “Help”—"Check Update” to check

whether the software update to the latest version.

View Help

1

<R User Manual

About Us
Detect OpenGL

|3

Feedback

Note: Anycubic Photon Workshop and its instructions may be updated

irregularly. Please visit www.anycubic.com for the latest updates.


http://www.anycubic3d.com/

Overview

File Edit Co

@ @ ® @ ® ©

© @ Q

From left to right are open, save, undo and redo.

From left to right are hollow and infill, punching, text paste, spilt
model and 3D Face Reconstruction.

Click to switch views.

Click to log in Anycubic Cloud and add printers.

Switch to basic settings or support parameters.

Set machine type, resin type and printing parameters; preview sliced
file; slice button.

Drag the slider to preview each layer of the model.

3D model preview.

Manipulations include move, rotate, scale, mirror and layout.



Settings

1. Import

Import your own three-dimensional format model, i.e. STL or OB] file, etc.

{8 openFile @
<« © 4[> ThisPC > Local Disk (D3 » model v U P SaxchBR
ate modifies

Organise = New folder

Name Tpe Size
> # Quickaccess
File folder
> B MhishC File folder
> &b Network File folder

Open Recent  #

NYCUBIC.stl -12-( model file 12,960 KB
Quit Ctri+Q b

File folder
File folder

B oo s e oo

File name: | ANVCUBIC.st1 o [Aifiles(sti~obj *step mstp . v

Select modelfile

Model List Select Al (2 [

Check modelin the list



Settings

2. Machine & Resin Settings

@ Machine settings

Click “Settings” in the lower right corner and select the type of your
machine in machine interface. Different machine types have different

parameters, please choose the machine you use to avoid print failure.

Machine & Resin Settings

Machine Resin Slice Parameter Web Printer

[ Anycubic Photon

[] Anycubic Photon Zero

L Z |245.000
[ Anycubic Photon Mono X 6K

[J Anycubic Photon M3 XY-Pixel size(um): [34.400

[ Anycubic Photo lax Sliced File Suffix: [pwmb

"

-ubic Zip Image Format:  pw0lmg
“ Photo
(A bic Photon Monao X2

] An; Photon M3 Neo

[ Anycubic Photon M3 Premiut

[] Custom

Export Load

Select your 3D printer

(@ Resin Settings

Set the resin type you use to calculate the cost of resin. Choose the resin

type you use or click “+” to add the resin type. Then, Click “Save”.



Settings

3. Slice Parameter

Set slice parameters according to your requirement in this interface. Then click
“Save” to apply it, or click “Export” to export profile. The recommended

parameters is shown in User Manual- Recommended Printing Parameters.

@ Slice parameter instruction

* Normal Exposure Time: The length of normal exposure time depends on
UV power, complexity of model, resin materials and so on.
Underexposure may cause uncured detail, overexposure may affect
accuracy of model.

« Off Time: The UV light will be off for a certain time between each layer.
The longer off time allows resin with poor fluidity to reflow.

« Bottom Exposure Time: The longer the bottom exposure time is, the
easier the bottom layers of the model stick to platform.

« Bottom Layers: The bottom layers need to be exposed for longer time to
stick model to platform tightly. The bottom layers may be larger than
normal layers.

- Layer Thickness: The thinner the layer, the better the accuracy of Z-axis
direction. The thicker the layer, the longer the exposure time for each
layer.

« Z Lift Distance: The model requires enough distance to be separated
from the FEP film.

- Z Lift Speed: If the lift speed is too fast, the model will be broken and
supports may also be damaged due to the separation force.

« Z Retract Speed: If the retract speed is too fast, the printing quality may
be damaged.



Settings

« Anti-alias: A higher grade of anti-alias value could enhance the ability
to smooth the edges for each layer during printing, thereby resulting
better surface of the printed objects. A higher grade of anti-alias value
also means longer slicing time and larger files.

« Surface Abrazine: Only when anti-alias value is 1 can you check this

option to get a matte surface.

When anti-alias value is larger than 1, you can set the grades of gray level

and image blur according to the requirement.

« Gray Level: The higher the gray level, the brighter the pixels of anti-alias.

1055 x 715

RGB:(223,223,223)

1055 x 720
RGB:(159,159,153)

« Image Blur: It blurs the edge of image to achieve the natural cohesion.

The higher the grade of image blur, the more blurry it is.

In the process of printing, please comprehensively consider the grade of
anti-alias, gray level and image blur according to the actual requirement

to get the best surface quality.



Settings

@ Advance

In basic mode, Z lift time, Z lift speed and retract speed of the bottom
layers are the same with those of normal layers. However, if you want to
reduce the printing time or achieve better print effect, switch to advance
mode to set different parameters of Z-axis moving in different stages and

layers.

Machine & Resin Settings

Machine Resin Slice Parameter| Web Printer

Normal Exposure Time(s): Advance
Off Time(s):

Bottom Exposure Time(s): TR,
Bottom Layers: 101

Layer Thickness(mm):

Anti-alias:

Use Random Erode Shell:

Z Lift Height[1] (mm):
Z Lift Step[1]

Z Retract Step[1] Sp

Switch to advance mode

- Bottom layers control: To set Z lift height, Z lift speed and Z retract
speed of the bottom layers.

« Normal layer control: To set Z lift height, Z lift speed and Z retract speed
of the normal layers.

« Transition layer count: The transition layers between the bottom layers
and normal layers. The more the transition layers are, the longer the time

transition costs.

10



Settings

« Step [0]: The stage when printing platform is moving near the
curing face. The speed of this stage is relatively slow to avoid
affecting the printing.

« Step [1]: The stage that printing platform is moving away from the
curing face. The speed of this stage is relatively fast to shorten the

printing time.

Step [1]:

relatively faster

Step [0]:

relatively slower

*Each Z lift height in Step[0] and Step[1] corresponds to distance of two printing

platform’s motion.

11



Settings

4. Web Printer (for Anycubic Photon M3 Plus only)

@ Log in Anycubic Cloud.

Anycubic Cloud Anycubic Cloud

Global Global

Global

Chinese mainland

Remember Remember

login log ir,
No account? No account? ‘

Select the global server Enter your email and password
then click log in

@ Add printer.

Printer Add Printer

Printer Mame Printer ID L _
Device CN
TEST

Printer Mame

Click to add Enter device CN* and printer name
then click OK

*Device CN can be found in Cloud interface on the touch screen of Anycubic
Photon M3 Plus.

12



Introduction to Functions

1. View Changing

* Mouse: Scroll the mouse wheel to zoom in/out; left click the platform
and drag to move it; right click the platform and move to change view
angle.

* Interface controls: click the arrow to change view angle.

2. Model Changing

click “move” icon, input a number or manipulate the
controls can move the model. You also can center or reset

the model.

click “rotate” icon, input a number or manipulate the
controls can rotate the model. You also can reset the

model.

click “scale” icon, input a number or percentage or
manipulate the controls can scale the model. You also

can set the model to its maximum size.

click “mirror” icon, you can mirror the model in X, Y or Z
direction.

click “layout” icon, you can duplicate the model and
arrange the models in X or Y direction.

Notice: The dark grey part out of the print range is not printable.

13



Introduction to Functions

3. Hollow and Infill

Hollow and infill the model to reduce resin consumption.

Hollow and infill

Hollow
Haollow thickness: 2.00mm :

Infill
Pattern type: Hexagon B Inverse

Pattern diameter:  10.00mm : Pattern spacing: 1.00mm :

Please set the parameters according to your requirement. The following

examples are for reference.

/|
Al

_dll
Hollow thickness: Tmm Hollow thickness: 3mm Hollow thickness: 2mm
infill infill no infill

The model name: MIA
The author of the model: Fabio Nishikata

14



Introduction to Functions

4. Punching

If the model is hollowed, it is suggested to pinch on the side of the model
to avoid the print failure caused by vacuum seal drawing. When the printis
finished, that discharge the resin inside the model can prevent model

being broken after a period of time.

Punching

Setting
Pattern type: Circle Hollow thickness:

Cuter diameter: 3.00mm Inner diameter: 2.0

r
-
r
-

Cuter extend length: 3.00mm Inner extend length: 4.01

Outer
diameter

r extend length

@ First, set the parameters. "Inner extend length" must be larger than
"Hollow thickness", so that the model can be pierced.

(2 When setting is finished, click on the model to pinch.

® Click "OK" to finish.

15



Introduction to Functions

5. Text Paste
« Add mode

Text Mesh Paste Module

Delete Mode

Current Font:  FAUEL v
i Font Height: « 200 »

Rotation: [« 0" » l— _A“

Set the text style and input the text
then click generate

Font Size: 3

Click on a place to add text

03

Text Mesh Paste Module

Add Mode Delete Mode

Font Size: Font Height: « 2.00 »
Text: Anycubic _

Rotation: [+ 0° ») oo D

Adjust the angle of the text
then click apply

16



Introduction to Functions

* Delete mode

Text Mesh Paste Module

|

Delete Seleted Delete All

Switch to the delete mode

Click to select the text

Text Mesh Paste Module

Add Mode Delete Mode

Delete Seleted Delete All

click delete selected to delete it

17



Introduction to Functions

6. Split Model

Split Instance Dialog X

Move: |+ 0.00 » Generate Croups
X Rotate: |«
Y Rotate: |«

Z Rotate: |«

Split Groups: Cut Group

default split facet is horizontal Adjust the split facet
drag cross the model to redraw then click generate groups

Split Instance Dialog X
Move: |« 0.00 » Generate Groups
X Rotate: |+
Y Rotate: |«

Z Rotate: [+

Split Groups: ll.‘Grn:an
0

Select the split groups, the selected groups are red
Then click cut group to finish the splitting

18



Introduction to Functions

7. 3D Face Reconstruction

It is the function reconstructing a face from 2D pictures into a 3D form.

(D Upload the proper photos according to the requirements below:

« Environment: The light should be even and balanced to avoid shadows
on the face. The facial contour should be clearly visible.

« Background: The background of the photo should be single color. The
dark background is better. (black>blue>red>white)

« Dimensions: Minimum acceptable dimensions are 84 pixels (width)
X112 pixels (height)

« Facial Requirements: Please present the front and side views with the
entire head and face clearly visible. The facial expression should look
natural with eyes open and mouth closed. Do not let eyeglasses, hat or
other object obscure the facial features.

* Note: The side views should show the point between the eyebrows.

19



Introduction to Functions

@ Click the corresponding points in accordance with the illustration and

prompt to finish localization.

ished position

finished position is grey; current position is green

If you make a mistake, click the green cross to cancel.

(® When the steps are finished, click “Next” to reconstruct the face.

20



Support Settings

When the model has obvious suspended parts or overhang, it needs to add

support to reduce the risk of printing failure.

1. Shape Editing

There are three types of support: light, medium and heavy.

Light: Contact area between the support and model is small, and the
support is easy to remove.

Heavy: Support contact with the model area is large and solid.

It is recommended to try the “Medium” first, and use the default settings.

Also, you can modify the support settings to fit your requirement.

« Top
= Bottom

Contact Shape:

Contact Diameter(mm):

Contact depth(mm):

Pinhead:
Upper Diameter(mm):
Lower Diameter(mm):

Pinhead Length(mmj:

Contact Shape: Select the "Sphere" as the contact point can increase the
contact area between the support and the model.

Contact Diameter: The larger the diameter, the larger the contact area
between the support and the model.

Contact Depth: The contact depth between the support tip and the model.
An appropriate connection length can ensure that the support top is rough

enough and easier to remove.

The observation line
for contact depth

21



Support Settings

+ Mid

Trunk Shape:

Trunk Upper Diameter(mm):
Trunk Lower Diameter(mm):
Small Pillar Shape:

Small Pillar Min Length{mm):
Small Pillar Diarr

Small Pillar Uppe

Small Pillar Lower Depth(mm):

Raft

Cylinder v

< 120 »

‘ 120 »

Cylinder  |v
4 250 »
4 0.25 »
‘ 0.30 »
4

0.30 »

Shape: There are three options: "Cube”, “Cylinder” and “Prism”.

Diameter: The mid diameter must be larger than top diameter.

Small Pillar: If the distance between the point that needs to be supported

and the model is too short, a small pillar will be generated.

Min Length: The minimum length of the small pillar.

Depth: The depth support embedding in the model.

 Bottom

Platform Touch Shape:
Touch Diameter(mm):

Thickness(mm):

Contact Shape:

Contact Depth(mm):

Contact Diameter:

Platform Touch Shape: It is recommended to choose skate as bottom, which

is easier to be removed from platform.

Touch Diameter: The diameter of the supports on the platform.

Contact Shape/Contact Diameter/Contact Depth : The bottom shape/

diameter/depth of supports on the inside or outside surface of model.

+ Raft

Raft will increase the adhesion between model and the print platform to

reduce the risk of print failure.

22



Support Settings

Mid Bottom ¥ Automatic Support

Raft SP Generate supports in all | Generate suppor g on platform
2aft Shape: ‘

Raft Height(mm): Auto Support Angle: “ 4500 »
Ratt Inner Thic Support Distance: 4 10.00 »
Raft Angle: ] Hollow Mesh
Wall Thickn
Select the shape of the raft Generate automatic support
as Cell or Outline to add the raft and support

Note: Before adding the raft, please raise the model by a certain height.

« Advanced

Cross & Extend

ss Structure Diameter:
Starting height:
Minimum spacing of cross structure(XY):
Maximum spacing of cross structure(XY):
Height of cross structure:

Cross structure distance:

nid

Maximum rotation angle(Y):

Minimum rotation angle(Y):
Rotation step(Y):

Rotation Angle(Z):

Initial connection length:
Incremental step:

The maximum length:

23



Support Settings

Cross: Horizontal cross structure is to strengthen supports.

Starting height: Cross is generated from a certain height.

Minimum/ maximum spacing: When the distance between two supports is
short than the minimum spacing or longer than maximum spacing, cross

will not be generated.

Extend: The extended part between support main part and top part.
Initial connection length: The minimum length of extended part.
Incremental length: The incremental length of extended part.

The maximum length: If the distance between start point of extended part
and edge of model is longer than the maximum length, there will not

generate extended part and this support will be added on model.

The author of the model: ZenMaster_Maker

24



Support Settings

2. Support Adding

You can add the support to the model manually or automatically after

setting up the shape of the support.

* Manual Support

Add: Click the point on model which is needed support to add support.

Y

----- contour line, it can be used as reference
when you add supports

The green short line can be clicked to
---- add support; the red short line means
the position cannot be added support.

Delete:

» Manual Support

Add 1IN

P Automatic Support

Remove all supports

» Manual Support

Add Del ‘

P> Automatic Support

Remave all supports

The author of the model: ZenMaster_Maker

Edit: Switch to edit mode and click to select a part of the support. Then,

drag to modify its position.

25



Support Settings

» Automatic Support

¥ Automatic Support

Auto Support Angle: 4500 »
Support Distance: 10.00 » 01

Hollow Mesh

Remove all supports

@®Set auto support angle, support distance and whether add supports on
hollowed part.

@Click “Generate supports in all” or “Generate supports on platform”.

add between platform and model, add between platform and model only
between points on model

26



Support Settings

3. Automatic support adding skills

» Properly increase support angle or decrease support distance

When browsing on the model, by observing the contour circle, it can be
found that the model still has some weak points that have not been added

supports properly. If you increase support angle or decrease support

distance, more supports can be added to some of the weak points.

* Add manual support after automatic support

Add support to the local lowest point by checking the contour circle.

Add support manually

e Check Land

It checks whether model remains suspending parts after slicing. Click
“Advanced”—"Check Land” in slice file preview interface, then drag slider to

check the image of every layer.

27



Support Settings

The green part means there is support below; the yellow part is connected
to other parts but may be suspended and may need supports; the red part is

completely suspended and must be added supports.




Export Sliced File

1. Slice
When the setting is finished, click Slice. Anycubic 3D printer can only read

its corresponding sliced file formats, please choose the machine type you

use at Machine Settings to ensure higher printing success rate.

Preview

2. Preview
In the slice file view interface, you can preview slice settings. If necessary,
you can adjust the slice settings; or check to enable layer settings and set

the parameters.

¥ Slice Settings

Layer Thickness(mm):

¥ Layer Parameter

Z Lift Distance(mm):
Normal Exposure Time(s):

Z Lift Speed( )

Off Time(s): Exposure Time(s):

Bottom Exposure Time(s): Z Layer Height{mm):

Bottom layers:

Advance Check to enable

Notice: When layer parameter
is set, the parameters of the
new file cannot be modified
via the printer touch screen
during printing. Even if it has
been modified, the setting
would only be valid for the
next layer.

Z Lift Step[1] Speed{mmis): \ ’

_____________________________________

Z Lift Height[1]

Z Retract Step[1] Speed(mm/s):

Anti-alias :

view or modify slice parameters

29



Export Sliced File

3. Export

Hesave to Disk Save to Cloud

Femote Print RHeturn

« Save to Disk: Resave the slice file after modify the parameters.

+ Save to Cloud: Save the slice file to Anycubic Cloud.

+ Remote Print: Send the slice file to the printer and start printing. This
print job can also be control remotely by Anycubic Cloud.

« Return: If some other manipulations of model are needed, click “Return”

and go back to editing interface.

30



	幻灯片编号 1
	幻灯片编号 2
	幻灯片编号 3
	幻灯片编号 4
	幻灯片编号 5
	幻灯片编号 6
	幻灯片编号 7
	幻灯片编号 8
	幻灯片编号 9
	幻灯片编号 10
	幻灯片编号 11
	幻灯片编号 12
	幻灯片编号 13
	幻灯片编号 14
	幻灯片编号 15
	幻灯片编号 16
	幻灯片编号 17
	幻灯片编号 18
	幻灯片编号 19
	幻灯片编号 20
	幻灯片编号 21
	幻灯片编号 22
	幻灯片编号 23
	幻灯片编号 24
	幻灯片编号 25
	幻灯片编号 26
	幻灯片编号 27
	幻灯片编号 28
	幻灯片编号 29
	幻灯片编号 30



