Geeetech Rostock mini G2 & G2s pro Quick Starter Manual

Please DO NOT rush to start your first printing after assembly, as this is a DIY Kkit,
some parameters of the printer may be different from each other, you need to modify
the firmware according the the real situation of your printer.

You are advised to read through the whole set-up instructions step by step to get a
whole picture of what you will be doing and stick to our instructions before you start

with your printer. Do not skip any details.

1 How to modify and upload firmware.

In the following set-up process, you will need to modify and upload the firmware by
yourself, so, first of all, let’s start with the firmware compiling and uploading process.
1. Download the firmware here:

Firmware for Delta Rostock mini G2 &G2s pro

2. Connect GT2560 to your PC with a USB cable, install FTDI drive. Usually it will
install automatically. If not you need to install manually.

download the FTDI driver here.

3. If there is nothing wrong with the hardware of board, you can find COM port in
device manager. But every computer has different COM watchword, you need check
by yourself.

4. Unzip the firmware, drag all the files into Arduino IDE. (I use Arduinol.0.5),
choose Board\Arduino Mega or Mega2560, and selects ATmega2560(Mega2560) as
default Processor. The order cannot be wrong. Selects the COM port you find in the

device manager.


http://www.geeetech.com/wiki/images/9/98/RKMA_GT2560_G2.zip
http://www.ftdichip.com/Drivers/CDM/CDM%20v2.12.00%20WHQL%20Certified.exe

‘{’ sketch_jul23a | Arduino 1.0.5-r2
[File Edit Sketch [Tools]|Help
Auto Format Ctrl+T
Archive Sketch

Fix Encoding & Reload

#ifndef CONFIGUR!

Serial Monitor Ctrl+Shift+M
#define CONFIGUR
Board » Arduino Uno
/f This configurs Serial Port > Arduino Duemilanove w/ ATmega328

[/ hdv
// BASIC SETTINGS Programmer L

ced setty Arduino Diecimila or Duemilanove w/ ATmegal68

Arduino Nano w/ ATmega328
Burn Bootloader

o e Arduino Nano w/ ATmegal68

Iy DELTA Printer ============-4 @ Arduino Mega 2560 or Mega ADK I
; 4 Arduino Mega (ATmegal280)

ff For a Delta printer replace the configuration files with Arduino Leonardo

xample_configurations/delta directory. Arduino Esp|ora

Arduino Micro
Arduino Mini w/ ATmega328
Arduino Mini w/ ATmegal68

{ User-specified version info of this build to display in

tartup. Implementation of an idea by Prof Braino to infyg

/# build by the user have been successfully uploaded into £ Arduino Ethernet
#define STRING_VERSION_CONFIG_H _ DATE__ “ “ __TIME__ // bu Arduino Fio
4‘ T — “ ’ Arduino BT w/ ATmega328

Arduino BT w/ ATmegal68

LilyPad Arduino USB

LilyPad Arduino w/ ATmega328

LilyPad Arduino w/ ATmegal68

Arduino Pro or Pro Mini (5V, 16 MHz) w/ ATmega328
Arduino Pro or Pro Mini (5V, 16 MHz) w/ ATmegal68
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#ifndef CONFIGURS

#define CONFIGUR# =
‘ Board » |
{f This configur Serial Port ’ v coms
// Advanced sett
{{ BASIC SETTIHGE? Programmer > type, axis scaling, and endstop configurat
Burn Bootloader
DELTA Printer ========== -

{f For a Delta printer replace the configuration files with the files in the

{{ example_configurations/delta directory

/# User-specified version info of this build to display in [Pronterface, etc] terminal window during

/{ startup. Implementation of an idea by Prof Braino to inform user that any changes made to this

/f build by the user have been successfully uploaded into firmware.
#define STRING_VERSION_CONFIG_H _ DATE__ “ “ __TIME__ // build date and time

< | n

Arduino Mega 2560 or Mega ADK on COMS




4 Most of the code you need to modify is in Configuration.h . More details on this

later.
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File Edit Sketch Tools Help

s 1_jul233 BlinkM.cpp & | Elinkhi.h $ Configuration.h
#ifndef CONFIGURATION_H

#define CONFIGURATION_H ‘

Lo

/f This configuration file contains the basic settings.
ff Advanced settings can be found in Configuration_adv. h

/# BASIC SETTINGS:

2]
0

select your board type, temperature sensor type, axis scaling, and endstop configurat

ff=== DELTA Printer ====

%3

/# For a Delta printer replace the configuration files with the files in the

¥

/f example_configurations/delta directory.

/f User-specified wersion info of this build to display in [Pronterface, etc] terminal window during

ff startup. Implementation of an idea by Prof Braino to inform user that any changes made to this

/f build by the user have been successfully uploaded into firmware.

#define STRING_VERSION_CONFIG_H _ DATE__ “ “ __TIME__ // build date and time
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Arduino Mega 2560 or Mega ADK on COMS

Find the value you need to compile according to your printer. ( we will elaborate

which part of setting you need to change later one by one). Upon compiling, you can

upload the firmware to your control board. Simply click . and - to upload.

( Note: You need to disconnect the printer to Repetier Host before uploading).
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sketch_jul23a | Arduino 1.0.5-r2 - g E@M

File Edit Sketch Tools Help

Configuration.h

#ifndef CONFIGURATION_H

-~
=

#define CONFIGURATION_H

/f This configuration file contains the basic settings.

ff Advanced settings can be found in Configuration_adv. h

// BASIC SETTINGS: select your board type, temperature sensor type, axis scaling, and endstop configurat

ff=== DELTA Printer ====

ff For a Delta printer replace the configuration files with the files in the

/f example_configurations/delta directory.

/f User-specified wersion info of this build to display in [Pronterface, etc] terminal window during

ff startup. Implementation of an idea by Prof Braino to inform user that any changes made to this

/f build by the user have been successfully uploaded into firmware.

#define STRING_VERSION_CONFIG_H _ DATE__ “ “ __TIME__ // build date and time

< | 1 | »

Arduino Mega 2560 or Mega AD COmMS

Compiling
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#ifndef CONFIGURATION_H -~
#define CONFIGURATION_H e
f/f This configuration file contains the basic settings. I
ff Advanced settings can be found in Configuration_adv. h
/f BASIC SETTINGS: select your board type, temperature sensor type, axis scaling, and endstop configurat
ff=== DELTA Printer ====
ff For a Delta printer replace the configuration files with the files in the
/f example_configurations/delta directory.
/f User-specified wersion info of this build to display in [Pronterface, etc] terminal window during
ff startup. Implementation of an idea by Prof Braino to inform user that any changes made to this
/f build by the user have been successfully uploaded into firmware.
#define STRING_VERSION_CONFIG_H _ DATE__ “ “ __TIME__ // build date and time
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Arduino Mega 2560 or Mega AD COmMS
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Configuration.h
#ifndef CONFIGURATION_H -~
#define CONFIGURATION_H e
f/f This configuration file contains the basic settings. I
ff Advanced settings can be found in Configuration_adv. h
/f BASIC SETTINGS: select your board type, temperature sensor type, axis scaling, and endstop configurat
ff=== DELTA Printer ====
ff For a Delta printer replace the configuration files with the files in the
/f example_configurations/delta directory.
/f User-specified wersion info of this build to display in [Pronterface, etc] terminal window during
ff startup. Implementation of an idea by Prof Braino to inform user that any changes made to this
/f build by the user have been successfully uploaded into firmware.
#define STRING_VERSION_CONFIG_H _ DATE__ “ “ __TIME__ // build date and time
;.] 2 cmnows ooz v uzion A Y Y ‘e 1 =% 3y 3 '

Upload successfully

2 Printer preparing

1. Bed leveling
Put a level meter on the bed when adjusting the 3 screws of the bed to check if it is

level.



Or you can use the such a cube use a reference height about 10mm to make sure that
each top of each bed mounting point is the same after tightening the wing nuts.

Simply place a 10mm cube next to the bed (not under!), and tighten the screw till the
cube rightly fill gap between the bed and the base plate. Take out the cube and repeat

for the other two mounts.



bed.




3 Printer setting
Stepl. Connect the USB to your Rostock mini G2 or G2s and power it up. You can

see the LED lights and fan come to life, you may be able to hear the motors idling.

Step 2. Open Repetier Host and ensure that you have a valid port selected for

communications. To do this, simply click “Printer Settings” in the upper right-hand

corner to bring up the printer settings menu.

Fle View Config Printer Server Tools Help
03 ¢ % & W
Connect Load Toggle Log Printer Settings |Easy Mode Emergency Stop

Object Flacement |Slicer IPrint Preview ] Manual Control ] SD Cardl

BOFEO A ® a b

3D View |Temperature Curve

QOO+ +Q

N
~—l

i

Il srow in Log: @Commands  QInfos QWarnings QFrrors @ACK  Qhuto Scroll  ffjClear Log  (Z]Copy

PRS- METN OpenGL renderer:GDI Generic -
LEEPESRE BTN Fast VBOs for rendering not supported. Using slower default methed.

Disconnected: DELTA = Idle |

If you don’t know what the parameters mean, just hover your mouse over the item,

the explanatory note will prompt up. As shown below:



Printer Settings - :
9 The speed your printer communicates. The most

Printer: common speeds are 115200 and 250000. You will get
| a connection with an incorrect value, but the
communication will not work and the printer

Connection |Printer | Extr

Connector: receives no commands. This is the most common
source of error for connection problems to the

Port: cam printer.
Baud Rate: E‘%‘—,‘J
Transfer Protocel: [Autodetect ,]
Reset on Connect (TR 1ow-Dhigh-Dlow v|
Reset on Emergency [Send emergency command and reconnect v]
Receive Cache Size: 127
Communication Timeout: ) [=]

[] Use Ping-Pong Communication (Send only after ok)

The printer settings always correspond to the selected printer at the top. They
are stored with every OK or apply. To create a new printer, just enter a new

printer name and press apply. The new printer starts with the last settings
selected.

[ OK ][ Apply ][ Cancel J

Step 3. Choose the Connection menu to select the COM6 port and the Baud rate
250000. Click OK to continue.



Printer Settings

Printer: default M |
IConnection Printer | Extruder I Printer Shape | Seripts | Advanced
Connector: [Serial Connection ']
Port: COM8| v

Baud Rate: 250000 =
Transfer Protocol: |[p.i.detect =

Reset on Connect (TR 1ow-Dhigh-Dlow v|

Reset on Emergency

[Send emergency command and reconnect v]
Receive Cache Size: -1-27.

Communication Timeout: ] [=]
[] Use Ping-Pong Communication (Send only after ok)

The printer settings always correspond to the selected printer at the top. They
are stored with every OK or apply. To create a new printer, just enter a new

printer name and press apply. The new printer starts with the last settings
selected.

[ 0K J Apply ] [ Cancel ]

If you can not find the COM port, you can check the device manager to see which

port it is).

If you still cannot find the port, please re -install your USB driver here.

Step4 set the printing speed. And un-check the disable the motors after job/kill.


http://www.ftdichip.com/Drivers/CDM/CDM%20v2.12.00%20WHQL%20Certified.exe

Printer Settings

Printer: default vy @
!m I Printer JExtruder | Printer Shape |Scripts |Advanced|
| Travel Feed Rate: 000 = | j[am/min]
Z-ixis Feed Rate: 2000 [mm/min]
Manual Extrusion Speed: ' 2 z o0 1 Twnf=]
Manual Retraction Speed: 30 [mmf =]
Default Extruder Temperature: 200 *C
Default Heated Bed Temperature: 55 e

Check Extruder & Bed Temperature

[7] Remove temperature requests from Log

Check every 3 seconds. .. |

Park Position: X: I q ~ Zmin 0 [ [mm]

Send ETA to printer display [] Go to Park Position after Job/Kill

Disable Extruder after Job/Kill Disable Heated Bed after Job/Kill
I [7] Disable Motors after Job/Kill Printer has 5D card

Add to comp. Printing Time 8 Is]

Invert Direction in Controls for [ ¥-Axis [ Y-Axis [[] Z-Axis

[ OK ] [ Apply ] [ Cancel ]

Step5. Set the number and the offset of the extruders (offset only need for duan

extruder printer),choose the nozzle size and different colors for each.



i T

Printer: default vy @

I Connection I Printer | Extruder lPrinter Shape l Seripts | kdvanced|

Humber of Extruder: |1 lﬂl

Max. Extruder Temperature: 280

Max. Bed Temperature: 120

Max. Volume per second 12 [mm*® /5]

Printer has a Mixing Extruder (one nozzle for all colors)

Extruder 1

Hame:

Diameter: 0.4  [om] Temperature Offset: | [®C]
0ffset X: o Offset I: -3 [mm]

[ OK ][ Apply ][ Cancel ]




Printer Settings

Printer: default vy @

Connection I Printer | Extruder |Printer Shape | Seripts | Advanced

>

Fumber of Extruder:

Max. Extruder Temperature:

Max. Bed Temperature: 120

Max. Volume per second 12 i [mm* /=]

[] Printer has a Mixing Extruder (ome nozzle for all colors)

Extruder 1

Hame:

Diameter: 0.4  [nm] Temperature Offset: o  |[cc =
Offset X: i Dffset ¥: -3 [om]
Extruder 2

Hame:

Diameter: 0.4  [mm] Temperature Offset: or |ieEl
Offset X: 0 Offset ¥: 13 [om] |

[ 0K ][ Apply ] [ Cancel J

Step6 Choose printer shape. This is very important. Choose printer type as Rostock
Printer (circular shape) and set the following parameters

Home X: 0

Home Y: 0

Home Z: Max

Printer Radius: 100mm

Printable height: 200mm ( this is the corresponding height in the firmware,

remember to modify this each time after you change the height in the firmware)



Printer Settings

; Printer: default vy @
| Connection I Printer |Extruder] Printer Shape iScripts |Advanced|
Printer Type: [Rostock Printer (cireular print sha v]
Home X: 0 w | Home Y: lo w | Home Z: Max v
Printable Radius: 100 mm
Printable Height: 200| mm

[ OK ] [ Apply ] [ Cancel ]

Step7. Write the script 1,2,3,4,5

We will use this script as shortcuts later to move the print head to the corresponding
point. For each point, keep the Z as 2.

For G2 or G2pro:

@ (0,0,2) ©®(0,50,2) B (43.3,-25,2) @ (-43.3, -25,2)
For G2s or G2s pro:

@(0,0,2) ®(0,63,2) B (433, -2,2) @ (-43.3, -2,2)

So we can set the following script.



Code G2 or G2pro G2s or G2s pro
Scriptl: G0 X0YO0Z2 G0 X0YO0 Z2
Script2: G0 X0Y502Z2 G0 X0Y63 722
Script3: G0 X43.3Y-25272 G0 X43.3Y-272
Script4: G0X-433Y-25272 G0X-433Y-2272

Apart from the above 4 script, we need to add the fifth code to keep the print head

staying in the air and will not creep down the rods.

Script 5:

G0 X0YO0Z180

M84 SO

When you click the script icon, the print head will move to the corresponding test

point as shown in the following picture.




2 (GO X0 Y50 Z2)

1 (G0 X0Y0Z2)

4(G0 X-43.3Y-2572)

3 (GO X43.3/¥-25Z72)

LCD

Write the script 1,2,3,4,5. Here we take the G2 & G2 pro as example.
Script 1: GO X0 YO0 Z2



rinteretting: S

Printer: default M
Seript: 0
G0 X0 Y0 22 1
-




Script 2: GO X0 Y50 Z2

o3 —

Printer: default 5
| Connection | Printer I Extruder | Printer Shape| Scripts ikdvam:edl
Seript: [Script 2 v]
GO X0 YSD Z2 -
I
[ 0K ] [ Apply ] [ Cancel ]




Script 3: GO X43.3 Y-25 72

Printer Settings

' Printer: default vy @

l Connection I Printer I Extruder I Printer Shape| Scripts ikdvanced
Seript: [Script 3 ']
GO X43.3 Y-25 I2 -

[ 0K ][ Apply ][ Cancel ]




Script 4: GO X-43.3 Y-25 Z2

Printer Setti L ™
Printer: " =
ﬁ
| Connection I Printer I Extruder I Printer Shapi! Seripts Ikd‘b’ﬂnﬂdl
Seript: [Script 4 v]
GO X-43.3 Y-25 I2 =

[ 0K ][ Apply ][ Cancel ]




Script 5:
G0 X0Y0Z180
M84 SO

Note: here we can add “M84 S0” to stop the motors from creeping down the rods

when hanging in the air.

Printer: default vy &
—
| Connection | Printer I Extruder | Printer Shap4| Seripts I dvanced
Seript: [Script S v]
GO X0 YO Z1380 -
I M4 S0

[ 0K | | apply || Cancel |




Step8. Remember to name the printer as delta or as you like, next time you open the

Repetier Host, just choose the name of the printer, you don’t have to set the above

parameters again.

Printer Settings
Printer: delta v | i} |
‘ l Connection I Printer | Extruder I Printer Shape I Seripts lkdvanced]
Seript: [Script 5 v]
G0 X0 YO Z180 B
MG4 SO
[ ok || apply || Cancel |

Step9. Hit "connect" in the upper left-hand corner. You should see the details of the

connection in the console window in the bottom section of the screen. If it is



R} Repetier-Host V1.5.0

W p—

Eilg—utfi Config Printer Tools Help

0.5 ¢

load Toggle Log

v e W

Printer Settings Easy Mode Emergency Stop

3D View |Temperature Curve

=2 A00NO O 4 $HQ

Object Placement |Slicer | Print Previe |iManual Contro.

G-Code: | | [ sena

‘ J ] Jtruderl v]

(ONZNPN1N2N3 N4 N5N )

L
Bed Temperafilie B 3 0.00°C
R

Show in Log: @Comnmands  QInfos QWarnings

Pl End file list
echo:Active Extruder: 0

@ACK Qhuto Seroll i Clear Log @Copy

Disconnected: delta Extruder: 0.0°C/Off Bed: 0.0°C/Off Idle |

Printer  Tools

Start Print

Kill Print Toggle Log

Printer Settings Easy Mode Emergency Stop

Object Placement |S cer | Print Preview | Manual Control |SD Card

[ sea
| NECRT) | ST | - | CISTE

220 e remperatie T — o oo JRE
- s - r “v

| Show in Log: @Commands  QInfos QWarnings
RISy End file list
echo:Active Extruder: 0

@ACK Qhuto Seroll i Clear Log @Copy

I Connected: delta Extruder: 0.0°C/Off Bed: 0.0°C/Off

Idle |




4 Homing the printer

Homing is the first and foremost hing you need to test. To home the printer, you can
check if the three axis of the printer move in the same direction,if not, there will be
crack for the spider and the carriage.

Before homing, you need to follow the next steps.

1.Go to printer setting> printer. Set the travel feed rate and the Z axis feed rate as 300
mm/min.

(Even though we have set the speed as slow as possible for you, you still need to

adjust the feed rate. )

Printer Settings ‘ -
Printer: delta i |
Connection| Frinter MExtruder IPrinter Shape [Scripts In\dvancedl

Travel Feed Rate: 300 [mm/min]

Z-Axis Feed Rate: 300 [mm/min]

Manual Extrusion Speed: 2 20 [mmf=]
Manual Retraction Speed: 30 [mmfs]

Default Extruder Temperature: 200 *C

Default Heated Bed Temperature: 55 °

Check Extruder & Bed Temperature

[7] Remove temperature requests from Log

Check every 3 seconds.

Park Position: X: ' Z min: O [mm]
Send ETA to printer display D Go to Park Position after Job/Kill
Disable Extruder after Job/Kill Disable Heated Bed after Job/Kill
[ Disable Motors after Job/Kill Printer has SD card
Add to comp. Printing Time 8 [%]
Invert Direction in Controls for (] %-Axis [] Y-Axis [[] Z-Axis
[ ok || apply || Cancel |

2. Hook up the probe with your hand, we are not testing the auto-leveling function

right now. So, just leave it alone.



3. Move the extruder head to the middle and be ready for emergency stop. You can

click the emergency stop icon on the Repetier host or shut the power supply directly.



[} Repetier-Host V1.5.0 .': - -' ".‘ LA i‘ s - B -@@

File View Config Printer Tools Help

O B3.».1 ¢ % e

Disconnect Load  StartPrint  Kill Print Toggle Log Printer Settings Easy Mode | Emergency Stop

3D View |Temperature Curve Object Placement |Slicer l Print Previe
EM

Send
[ | — |

4' ll
0O00NODOOO

2 (SSEEEIRIIIIIIIEEITD 100
& CHRMIITEITTTTTTTD 00
2R e remperate e oo-c JNEY

SN QRO P+ +Q

Show in Log: @Commands ~ QInfos QWarnings QEFrrors @ACK  Qhuto Seroll  ffjClear Log  (Copy
R EBUMCELON End file list
PEEELESUBCEL echo:Active Extruder: 0

Connected: delta Extruder: 0.0°C/Off Bed: 0.0°C/Off Idle |

Click Homing icon, you will see the three carriages move upwards till the bolt on the

carriage hit the endstop.

If the three axis move in the different directions,such as one moves downwards,
please check the direction setting in the firmware.

E.g. If Y moves in the revers way, find the following code in configuration.h of the
firmware, and change “true” to “false”. Re-upload the firmware and home

again.(Remember to disconnect the printer to the Repetier Host.)

// Invert the stepper direction. Change (or reverse the motor connector) if an axis goes
the wrong way.

#define INVERT X DIR true / DELTA does not invert

#define INVERT Y DIR true

#define INVERT Z DIR true

#define INVERT EO_DIR false

#define INVERT E1 DIR true



#define INVERT E2 DIR false

#define INVERT E3 DIR false

2ol s 3a | :
File Edit Sketch Tools Help

Configuration.h

#define DISABLE X false
#define DISABLE Y false
#define DISABLE Z false
#define DISABLE E false // For all extruders

#define DISABLE_INACTIVE_EXTRUDER true //disable only inactive extruders and keep active extruder enabled

/f Invert the stepper direction. Change (or reverse the motor commector) if an axis goes the wrong way.
#define INVERT_X_DIR true // DELTA does not invert

#define INVERT_Y_DIR true

#define INVERT_Z_DIR true

#define INVERT_EO_DIR false

#define INVERT_E1_DIR true

#define INVERT_EZ2_DIR false

#define INVERT_E3_DIR false

// ENDSTOP SETTINGS:

/f Sets direction of endstops when homing; 1=MAX, -1=MIN
#define X_HOME_DIR 1 // deltas always home to max
#define Y_HOME_DIR 1

#define Z_HOME_DIR 1

S Define the initial Z axis height
If the printer can home normally, the three axis move in the same directions(Up), we
can set the initial height of the Z axis now, but this value may not be the final height.

( For the G2s and G2s pro, the height is on the base of the hotend 1.)



1. Homing the printer and move the print head down using manual control.

2. When the Z axis reaches (0,0). You can see there is a big gap between the nozzle
and the bed, about 10mm.
3. Change the height of Z axis into 210 in the firmware. And upload it to the board.
// Manual homing switch locations:
/I For deltabots this means top and center of the Cartesian print volume.
#ifdet MANUAL HOME POSITIONS
#define MANUAL X HOME POS 0
#define MANUAL Y HOME POS 0
#define MANUAL Z HOME POS 210 // For delta: Distance between nozzle and

print surface after homing.



#endif

File Edit >Sketch Tools Help

Configuration.h §

/{#define Z_PROBE_ENDSTOP

#endif // ENABLE_AUTO_BED_LEVELING

## The position of the homing switches
#define MANUAL_HOME_POSITIONS // If defined, MANUAL * HOME _FOS below will be used
#define BED_CENTER_AT 00 // If defined, the center of the bed is at ({=0, Y=0)

## Marmal homing switch locations:
ff For deltabots this means top and center of the Cartesian print wolume.
#ifdef MANUAL_HOME_POSITIONS
#define MANUAL_X_HOME_FOS O
#define MANUAL_Y_HOME_FOS O
#define MAN'UJ\L_Z_HDHE_PDSf For delta: Distance between nozzle and print surface after homing.
#endif

2 Upon uploading, change the corresponding setting in the Repetier Host and connect.



Printer Settings . 2 - ’ 3
Printer: tdelta ‘E il
‘ Connection I Printer | Extruder | Printer Shape |Scripts I Advancedl
| Printer Type: [Rostock Printer (circular print sha v]
Home X: Home ¥: Home Z:
Printable Radius: 100 mm
Printable Height: 210 mm

[ 0K ][ Apply ] [ Cancel ] '

4.Use manual control to move the Z axis down to the building platform till the nozzle
just touches the bed. When moving the Z axis, please slow it down.

Move 0.1mm per click.
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5. Read the coordinates of the Z axis when the nozzle just touches the bed. E.g. if it is
(0,0,4), then the Z axis height is 210-4=206. If it is (0,0,5) the height is 210-5=205.

(*210 is height we just set in the firmware. 4 is the Z coordinate we read)

6. Open the firmware in IDE, locate the following code in IDE

//Manual homing switch locations:

#define MANUAL HOME POSITIONS // MANUAL * HOME POS below will
be used

/I For deltabots this means top and center of the Cartesian print volume.

#define MANUAL X HOME POS 0

#define MANUAL Y HOME POS 0

#define MANUAL Z HOME POS 210// For delta: Distance between nozzle and

print surface after homing.

Then you can change the 210 into the height you got (e.g.205 or 206 ) in the firmware
and upload it. ( Disconnect the printer first)

Upon uploading the firmware, you need to change the printing setting in the Repetier
host.

7. Choose printer shape. This is very important. Choose printer type as Rostock
Printer(circular shape)

Home X: 0

Home Y: 0

Home Z: Max

Printer Radius: 100mm

Printable height: 205mm (* the corresponding height you put in the firmware)



Printer Settingvs -

Printer: default vy &
Connection | Printer || Printer Shape | Advanced |

Printer Type: [Rostock Printer (circular print sha v] o
Home X: Home Y: Home Z:
Printable Radius: 100 mm

Printable Height: 205 mm

m

[ 0K ] [ Apply ] [ Cancel ]

6 Reconfirm the Z axis height

Here, we are not measuring the height, but to adjust the printer to make the height at
205mm. That means the following adjusting is based on the the Z axis height of
205mm.

Stepl. Homing the printer.

Step2. Tighten the screw trigger for each endstop, make sure they reach out as long as

possible.



Adjust the screw on these 3 carriages.

Step3.Using G-code command to send the print head to the test points and observe the
distance between the nozzle and the print surface separately for the test point 2,3,4.
Click 2 on the manual control manual. The print head will move to the corresponding

point.
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When it stopped, use manual control to move the Z axis down to the building platform
till the nozzle just touches the bed. When moving the Z axis, please slow it down.
Move 0.1mm per click.

When the nozzle just touches the bed, read the Z coordinate.

If the nozzle touches the bed at the height of 2mm, but not 0 mm, you need to
unscrew the bolts on the Z axis carriage. (Test point 2 is near the Z axis).

If the print head has reached to Omm, but not touched the bed, you need to screw the
bolts tightly.

Repeat the steps for point 3 and 4.

You may need to adjust again and again till the Z coordinates are O for the three point
when they touch the bed.

At this step, we are trying to adjust the distance between the nozzle and the print
surface to keep the center point and its around point in one plain, that is to say, we

need to make sure that when the nozzle touches the bed, whichever point it is, the Z



Coordinate value should be the same, or almost the same.

You are required to operate again and again till you get a satisfied result.

Step 4. If the 3 points touch the bed at Omm height. We can make sure that the
peripheral points are in one plane. Now we need to check the center point.
Click script 1 to send the print head to center point. Then use manual control to move

the Z axis down to the building platform .
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*If the nozzle touches the center point at the height of 2mm, but not 0 mm, that means
the bed is a convex surface, you should reduce the DELTA RADIUS from 1 to 0

for example.

*If the print head has reached to Omm, but hasn’t touched the bed, that means the bed
is a concave surface, you should increase the DELTA RADIUS from 1 to 2 for

example.



Find the following code in the firmware and upload again after modifying.
(For each 1.0 unit increase or reduce of the DELTA RADIUS, the z printing volume
will increase or reduce 0.2 unit)

#define DELTA_ RADIUS
(DELTA_SMOOTH_ROD_OFFSET-DELTA EFFECTOR_OFFSET-DELTA CARR

IAGE_OFFSET+1)

File Edit Sketch Tools Help

Configuration.h &

/f Center-to—center distance of the holes in the diagonal push rods.

#define DELTA_DIAGONAL_ROD 196 // mm

ff Horizontal offset from middle of printer to smooth rod center.

#define DELTA_SMOOTH_ROD_OFFSET 160 // mm

/f Horizontal offset of the universal joints on the end effector.

#define DELTA_EFFECTOR_OFFSET 36 // mm

ff Horizontal offset of the universal joints on the carriages.

#define DELTA_CARRIAGE_OFFSET 33 // mm

/f Horizontal distance bridged by diagonal push rods when effector is centered.

#define DELTA_ (DELTA_SMOOTH_ROD_OFFSET-DELTA_EFFECTOR_OFFSET-DELTA_CARRIAGE_OFFSET+1)

/f Print surface diameter/2 minus unreachable space (avoid collisions with wertical towers).

#define DELTA_PRINTABLE_ 90

i Thermal Settings

You may have to adjust this for many times to keep the center point and its around

point in one plane. (Be patient please)

After the above adjusting, we can almost confirm the printing volume, the height of



the Z axis in other words. That is 205mm as we set in the firmware.
If you want to make it more accurate, you can test again refer to the steps in 9.5
Define the initial Z axis height.

When the height of the Z axis is determined, we have win half the battle.

7 Hotend leveling

This step is exclusive for the dual extruder model. As the above adjusting is only
based on the hotend 1, now, we need to level the two hotend.

You can adjust the M6 nut as the arrows show. Loose the nut, you can screw the barral
to make the second nozzle flush with the first one. ( DO NOT adjust the nut near the

heating block or it will cause oozing if you loos it.).




8 Slic3r configuration

After the above setting, we can go on with the slicer setting.

1. Set the bed shape.

In the latest version of Slic3r,V1.2.7, you can set the bed shape, this is very important
when printing with your delta Rostock mini. go to general manual, click set button,

choose circular and fill in the diameter of the printer bed.
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Printer Settings Emergency Stop

|0b_iect Placement | Slicer {iG-Code Editor | Manual Control|

.......................

P> Slice with Slic3r Kill Slicing |

Slicdr

(O Active | | #3Configure |
Print Settings:  [345 v

Printer Settings: [3432 v

Filament Settings:

Extruder 1: (234 v

Extruder 2: (234 v

Extruder 3: 234 < [ #8Setup ]
Skeinforge

(@ Active | | @Configwre |
Profile: (GEEEtech-ABS-1.75-0.2 v | | #8Setup
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% Slicar l (=@] % |
File Window Help
I Print Settings I Filament Settingsl Printer Settings
[RKMA V]E@ Size and coordinates =
Y l (=) General I
& Custom G-code Bed shape: - iSet...
Y Extruder 1
,
Bed Shape . -
Shape
Circular v
Settings
Diameter: 210 mm
E OK ; Cancel
API Key:
Firmware
G-code flavor: [RepRap (Marlin/Sprinter/Repetier) v]
< | m | »
Version 1.2.7 - Remember to check for updates at http://slic3r.org/
A

if your slic3r is not the latest version, you can update or download it_here, unzip the
file and drag them into the directory of your previous slic3r directory. do please delete

the old version. Restart your Repetier and continue.

2. Load config files.

Step 1. Download the config files here and unzip it.

£ | G2S.ini 2015-08-11 17:11

Step 2. Click file>Load file and find the file you just download.


http://slic3r.org/download
http://www.geeetech.com/wiki/images/f/f8/Slic3r_config_for_geeetech_rostock_mini_G2_%26_G2_pro.zip

Gsiar ' A ARE BT W W W e
Window Help
Load Config... Ctrl+L
Export Config... Ctrl+E Z
Load Config Bundle...
Export Config Bundle... 0.2 L
: - 0.2 %
Quick Slice... Ctrl+U moer
Quick Slice and Save As... Ctrl+Alt+U
Repeat Last Quick Slice Ctrl+Shift+U =
Slice to SVG... Ctrl+G 3 % (minimum)
Repair STL file...
Preferences... Ctrl+,
Quit — = |
SonaTayers:—— Top: 3 L%{Bottom: 3 %
Quality (slower slicing)
Extra perimeters if needed:
Az Bk SA e R = ]
< n 3
Load exported configuration file
Click OK to continue.
(5 Slic3r . ’ - . . - == N
File Window Help
Print Settings | Filament Settings I Printer Settings
[GZS.ini ']B Layer height a
i@l Layers and perimeters Layer height: 0.2 mm
77, ofill First layer height: 0.2 mm or %
Skirt and brim
L2l Support material
@ Speed —mhhﬁuﬁ ' =
' Multiple Extru‘ Warning — a S5
7 Advanced
2 Output option 2 ; S
Notas i Your configuration was imported. However, Slic3r is currently
s 4 only able to import settings for the first defined filament. We
recommend you don't use exported configuration files for L
multi-extruder setups and rely on the built-in preset &=
management system instead. I 3 =
QK ®&=
e 5
Version 1.2.9 - Remember to check for updates at http://slic3r.org/

Step 3. Save the three parameters as G2s or G2 (according to your printer and the

config file you choose, here i choose G2s.)
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% Slicar .
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File Window Help

Print Settings | Filament Settings l Printer Settings

|G2S.ni

8

i Layer height

i@l Layers and perimeters
77 1nfill
Skirt and brim
2l Support material
@ Speed 2
|| | 7 Multiple Extruders
/7 Advanced
2 Output options
.| Notes

R

——

Save preset

Horizontal shells

% (minimum)

] »

Solid layers: Top: 3 ElBo’ttom. 3 =
Quality (slower slicing)
Extra perimeters if needed:
PV R WG IO = i
< ] | »
Version 1.2.9 - Remember to check for updates at http://slic3r.org/
. =
rﬁ Slic3r | o| B X |‘

_File  Window__Help

| Print Settmgsl| Filament Settings IPrinter Settings

OK ” Cancel I

Extruder:
Bed:

[GZS.ini V] Filament
& Filament Save preset [:]
& Coofing : 175 mm
Save filament settings as:
G2s v 1

First layer: 200
First layer: 55

=] o
%Other layers: 200
EOther layers: 55

<

Version 1.2.9 - Remember to check for updates at http://slic3r.org/
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File Window Help

| Print Settings I Filament Settings| Printer Settings

[GZS.ini V] Size =
(=) General mm
,gé Custom G-code Save preset
' Extruder 1
/' Extruder 2 Save printer settings as:
G2sS c y: 0 mm |
| ok || Cancel i
Length: 3* mm (zero to disable)
Lift Z: 0 mm
Speed: 150 % mm/s L
Extra length on restart: 0 mm
Minimum travel after retraction: 2 mm
Retract on layer change:
Wipe while retracting: o

Version 1.2.9 - Remember to check for updates at http://slic3r.org/

2. Confirm the parameters.

1) confirm the start and end G-code. They should be like this.

T A — o

File Window Help
l Print Settings l Filament Setbngsl] Printer Settings I

[GZS ']e Start G-code

(=) General G28 ; home all axes

B Custom G-code] G1 Z5 F5000 ; lift nozzle

Y Extruder 1
/' Extruder 2

End G-code

M190 SO ; turn off bed temperature -
M104 SO ; turn off temperature
G28 X0 ; home X axis

M84 : disable motors

Version 1.2.9 - Remember to check for updates at http://slic3r.org/




2) confirm the extruder offset. One is 13, another is -13.

% Slicar

File Window Help

I Print Settings I Filament Settmgh Printer Settings Il

|G2S (modified) *|B® sz
(=) General Nozzle diameter: 04 mm
Oi Custom G-code
{Y Fidraderi Position (for multi-extruder printers)
Extruder offset: x: 0 y:-13 mm
Retraction
Length: 73 mm (zero to disable)
Lift Z: 1] mm
Speed: 150 @ mm/s L
Extra length on restart: 0 mm
Minimum travel after retraction: 2 mm
Retract on layer change:
Wipe while retracting: o
Version 1.2.9 - Remember to check for updates at http://slic3r.org/
 slicar [E=NEERT
File Window Help
I Print Settings I Filament Settings| Printer Settings
625 (modified) *|B® sz 5
(=) General Nozzle diameter: 0.4 mm
¢ Custom G-code
L Eduidsiz Position (f lti-extrud int:
E@ osition (for multi-extruder printers)
Extruder offset: x: 0 y: 13 mm
Retraction
Length: 73 mm (zero to disable)
Lift Z: 1] mm
Speed: 150 g mm/s L
Extra length on restart: 0 mm
Minimum travel after retraction: 2 mm
Retract on layer change:
Wipe while retracting: o

Version 1.2.9 - Remember to check for updates at http://slic3r.org/

For G2 and G2 pro, just set the number of the extruder as 1.




% Slicar — —— =N

File Window Help ;
| Print Settings I Filament SettingH Printer Settings H

[G2S (modified) 'IB@ Size and coordinates P
B General]|
¢ Custom G-code Bed shape:
W Extruder 1
0 mm 3
Z offset:
Capabilities il
Extruders: 1 =

OctoPrint upload

Host or IP: Test

API Key: -
< | n | »

Version 1.2.9 - Remember to check for updates at http://slic3r.org/

We have covered all the important settings. For other parameters you need to learn by

yourself with the increasing of your 3D printing experience.

9 Auto-leveling function

Though we have added an auto-leveling probe for the Rostock mini, but generally

there is no G-code in the sli3er, so we need to add the G29 command to the sli3er.

9.1 Start G29 command in Slic3r.

Stepl. Click Slicer and configure, waiting for a minute till the slicer window prompt

up.



Object Placement

il6-Code Editor | Manual Control |

» Slice with Slic3r

Kill Slicing |

Slic3r
[o Active ]

Print Settings: (345

Printer Settings: [123

Filament Settings:

Extruder 1: [234
Extruder 2: (234
Extruder 3: 234
Skeinforge

[. Active ]

Profile:

|GEEEtech-ABS-1.75-0.2

[ £ Configure ]

[ #5 Setup ]

[ £ Configure ]

[ 8 Setup ]

Step2. Choose printer setting> Custom G-code.

You can see from the start G-code, there is no G29.




% Slicar 'j l

2]

File Window Help —_—
I Print Settings I Filament Se'ttingsl Printer Settings
[GZS (modified) ']B@ Start G-code
(=) General G28; home all axes -
| p;, Castom G_codel G1 Z5 F5000; lift nozzle
Y/ Extruder 1 MBER0
Y Extruder 2
I
End G-code

m

M190 SO ; turn off bed temperature
M104 SO ; turn off extruder temperature
G28 X0 ; home X axis

I M84 : disable motors

So you need to add the G29 after G28 to start it. And change Z5 into Z50.

Version 1.2.9 - Remember to check for updates at http://slic3r.org/ ‘
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% Slicar

File Window Help

I Print Settings I Filament Settingd | Printer Settings

[GZS (modified) v ] B@ Start G-code

(=) General G28; home all axes

| Y Extruder 1 G1 Z50 F5000; lift nozzle

e M84 S0
/' Extruder 2

End G-code

_—————

M190 SO ; turn off bed temperature
M104 SO ; turn off extruder temperature
G28 X0 ; home X axis

M84 ; disable motors

i

I

|
||Version 1.2.9 - Remember to check for updates at http://slic3r.org/

Save the current printing setting, click “OK” to continue.
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% Slic3r

BEEES

|

File Window Help

I Print Settings | Filament Settings] Printer Settings

[GZS (modified) ']E@ Start G-code

(=) General 628; Eome ;Irliaxes

;2 Custom G-code G29

= G1 Z50 F5000; lift nozzle

Y Extruder 1

e M84 S0

' Extruder 2

Save preset u

Save printer settings as:
G2S v
[ OK ] [ Cancel ]

>

M104 SO ; turn off extruder temperature
G28 X0 ; home X axis
M84 ; disable motors

| »

m

Version 1.2.9 - Remember to check for updates at http://slic3r.org/

9.2 Check the status of endstop

Before going to set up for the auto-leveling, we need to check the status of the

endstops.

1. Check the wire connection. the correct connection is as follow:



2 4

2. Put down the auto-level probe. And make sure the probe is not blocked by the red

wires.




3. Homing the printer

Object Flacement | Slicer | Print Preview | Manual Control lSD Card

G-Code: | Send I
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4. Send M119 command

Send the command M119 to verify the endstop first.



Object Placement |Slicer IPrint Preview' Manual Control ISD Card

IG—Code: M119 ‘ Send
-m [ o.oofl .00 Extruderl v

A G D
¥ I (00 :
A 55

Extruder 1 B  0.00°C ErUEEE

u’ Extruder 2 DB EER 10000°:C RETUEEY

You can see the following message at the bottom of the Repetier Host.
Reporting endstop status

X_max: TRIGGERED

y_max: TRIGGERED

Z_min: cpen

Zz_max: TRIGGERED

* X_max,y_max,z_max is for the endstop of the three axis:
if the endstop is triggered, the feedback is Triggered;
If the endstop is not triggered, the feedback is Open.

*z_min is for the probe:
When probe is put down, the feedback is Open;
When probe is hooked up, the feedback is Triggered;

If the status is normal, we can go on with the auto-leveling set-up.



9.3 Define the Z PROBE_OFFSET

You can calculate the Z PROBE OFFSET values with this steps

Step1. Put down the prob.

Step2. Homing the printer.

Step3. Use manual control to move the print head to the building platform till the prob
just touches the bed. When moving the Z axis, please slow it down to 0.lmm or
0.01mm per click.

Step4. When you hear the click of the endstop, you can get the coordinate of the prob
on the manual control panel. In my case, itis [19, 11, 0.9] , you can add it to the

following settings. (Note the minus sign)

// Offsets to the probe relative to the extruder tip (Hotend - Probe)

/I X and Y offsets must be integers

#define X PROBE_OFFSET FROM EXTRUDER -19 //Probe on: -left +right

#define Y PROBE_OFFSET FROM_EXTRUDER -11 /| Probe on: -front
+behind

#define Z PROBE _OFFSET FROM_ EXTRUDER -0.9 //-below (always!)

Then modify the Z PROBE OFFSET in the firmware and upload again.



File Edit Sketch Tools Help

Configuration.h

#define ABL_PROBE_PT 3_Y 20

#endif // AUTO_BED_LEVELING_GRID

ff Dffsets to the probe relative to the extruder tip (Hotend - Probe)
Ff X and Y offsets must be integers

#define X_PROBE_OFFSET_FROM_EXTRUDER -19 // Frobe on: -left +right

#define Y_PROBE_OFFSET_FROM_EXTRUDER -11 // Frobe on: —front +br:hirui|

#define Z_PROBE_OFFSET_FROM_EXTRUDER -1.2 // -below (always!)

#define Z_RATISE_BEFORE_HOMING 15 /f (in mm) Raise Z before homing (G28) for Probe Clearance.

/f Be sure you have this distance over your Z_MAX_POS in cas
#define XY_TRAVEL_SPEED 4000 Jf ¥ and ¥ axis travel speed between probes, in mm/min
#define Z_RAISE_BEFORE_PROBING 50 //How much the extruder will be raised before traveling to the
#define Z_RAISE_BETWEEN_PROBINGS 5 //How much the extruder will be raised when traveling from bet

#define Z_RATSE_AFTER_FROBING SO ffHow much the extruder will be raised after the last probing

/f #define Z_PROBE_END_SCRIFT “G1 Z10 F12000'nG1 X15 Y330'nGl Z0.5'\nG1 Z10" //These commands will

f{Useful to retract a de

9.4 Verify the auto-leveling result.

Auto-leveling probe is controlled by G29 command. As this is a DIY 3d printer, you
may need to help it complete the leveling:

1.You need to put down the auto-leveling probe manually.



o

2.Homing the printer.

Object Flacement | Slicer | Print Preview Manual Control |SD Card

G—Code: | Send I
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3.Send G29 command.

Object Placement ISlicer | Frint Previewl Marual Control -SD Card

| »

G-Code: G29| | Send |
-m o008 2080 Extruderl

0@@0896@0
A CEEmEITTIIITIIIIIIIIIIIID 100
&% ORI 100 &
222 eec Temperatiien - — 0occ RS

/Y eermuny: | T o B -

4.Auto-leveling probe will probe the the pre-setted probing points. After probing, the

print head will raise up a bit and stop in the air.



5.Hook up the probe manually.

\‘ Y




3.Send G1 X0 YO command to move the printing head to the center (0,0).

lDb_iect Placement |Slicer |Print Previewl Manual Control |SD Card

G-Code: G1 X0 YO ' | Send I
-!ﬁ | o.0oll2|  205.0080 Extruder 1

0@@09060

A (SEEEIITIIIIIIIIIIIIID 100 5
&4  CERIIIIIITIIIIIIIIIIIIIIID 100 *
ZZ2YR 2ea Temperatuie e o.o-c JERE
VV e | o oo 3

.,2' Extruder 2 AR 10000C RIS

4.Click -Z icon on manual control to move the print head down until it rightly

touches the print bed.
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5. Send M114 command to get the present coordinates.
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6. If the coordinate is (0,0,0), the auto-leveling is successful.
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7.If not, you need to modify the #define Z PROBE OFFSET FROM EXTRUDER

-0.9, e.g. Reduce -0.9 to -1.1, and then re-upload the firmware and test again.

8.You may have to test it for more than once, but for the sake of better printing
object,please be patient.

9.0nce auto-leveling is set up, hook up the probe manually. Then you can print your
first prints.

Please be patient for the calibration process, if you need helps, please post your

problem on our forum, our tech support will help you.


 http:/www.geeetech.com/forum/

9.5 Overall steps for the auto-leveling calibration

1.Manually put down the probe, then send M119 command to check if the Z-min is
open.

2.Send G28 command to auto home the printer.

3.Send G29 command to start the auto-leveling. *there might be collisions, please
always be ready to cut off the power supply.

4.After sending G29, the printing head will move down, and hit the pre-set probing
point, after the probing, the printing head will go up.

5.After the leveling, the printing head will raise up and stop, meaning the leveling is
finished. You should have the probe back (as the spring on the probe is a bit tight, to
make it easier, you can use your finger to push up the probe)

6.Send G1X0 YO command to move the printing head to(0,0).

7.Click -Z icon on manual control to move the print head down until it touches the
print bed just enough. Send M114 command to get the present coordinates. If the
coordinate is (0,0,0), the auto-leveling is successful. If not, you need to modify the
Z PROBE OFFSET FROM EXTRUDER , e.g. Reduce -1.2 to -1.5, and then
re-upload the firmware and test again.

8.You may have to test it for more than once, but for the sake of better printing
object,please be patient.

9.0nce auto-leveling is set up, Hook up the probe manually. Then you can print your
first prints.

Please be patient for the calibration process, if you need helps, please post your

problem on our forum, our tech support will help you.

10 Printing test

So far, the printer is perfectly calibrated, you can start to print with the printer. You
are advised to start with some simple models to test the printer with one extruder, with
the increase of your experience, you can try to print with dual extruder.

Examplel. Print with one extruder.


 http:/www.geeetech.com/forum/

1. Load the filament into the pipe from the push-fitting on the extruder.

2. Download this stl.file to test printing. And unzip it.

3. Click printing setting> extruder, change the number of extruder to 1.



Printer Settings

Connection I Printer‘ Extruder |Printer Shape | Seripts | Advanced

Printer: 3?‘?1"-? 7,

Eh

Fumber of Extruder: 1 ti_l

Max. Extruder Temperature: 280

Max. Bed Temperature: 120

Max. Volume per second 12 [mm* {=]

[] Printer has a Mixing Extruder (one nozzle for all colors)

Extruder 1
Hame:
Diameter: 0.4 [mm] Temperature Offset: 0 [°:c]
Offset X: 0 Offset I: 0 [nm]
( 0K J [ Apply ] [ Cancel ]

3.0pen slis3r> configuration

4.Click file>Load the config.file you download before.

£ G2.ini 2015-10-14 16:40




Gsiar ' A ARE BT b W W e e
Window Help =
Load Config... Ctrl+L
Export Config... Ctrl+E z
Load Config Bundle...
Export Config Bundle... 0.2 L
Quick Slice... Ctrl+U 02 mpor
Quick Slice and Save As... Ctrl+Alt+U
Repeat Last Quick Slice Ctrl+Shift+U =
Slice to SVG... Ctrl+G 3 % (minimum)
Repair STL file...
Preferences... Ctrl+,
Quit [Fent)
SonaTayers:—— Top: 3 %Bot’com: 3 %
Quality (slower slicing)
Extra perimeters if needed:
Az Bk SA e R = i
< [ N | »
Load exported configuration file
5. Save the three parameters as G2 (or anything you like).
-
% Slic3r l=[@] = ]
File Window Help -
Print Settings | Filament Setting I Printer Settings
[GZ.ini VE' Layer height -
i@l Layers and perimeters = . mm
i ve prese
77 1nfill o mm or %
Skirt and brim Save print settings as:
2l Support material G2 2
() Speed =
' Multiple Extruders [ gL ] [ e =] (minimum)
7 Advanced =
2 Output options
.| Notes
Horizontal shells L=
Solid layers: Top: 3 %Bot’tom: 3 %
Quality (slower slicing)
Extra perimeters if needed:
A Bk SA e R = i
< [ N | »
Version 1.2.9 - Remember to check for updates at http://slic3r.org/
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% Slic3r
Printer Settings

Filament "

& Filament

: Cooling Save preset

Save filament settings as:
G2 v

| ok || Cconcel
First layer: 200 %Other layers: 200
Bed: First layer: 55 %Other layers: 55
™ N y »
Version 1.2.9 - Remember to check for updates at http://slic3r.org/
%

1.Note the nozzle size below, set it according to your printer, the default kit is 0.4mm.

2. The Extruder offset is x:0, y:0 mm

g Slicr - - . . . — (=[E8R ]

File Window Help
| Print Settings | Filament Sethng{‘ Printer Settings I I
[GZ Size =

() General Nozzle diameter: 04 mm

>

¢ Custom G-code
Y Extruder 1

Position (for multi-extruder printers)

Extruder offset: x: 0 y: 0 mm

Save preset
Sove printer sefings as 25 mm (zero to disable)
&2 0 mm
[ ok || cancel 0 s .
0 mm
2 mm
Retract on layer change:
Wipe while retracting: -

Version 1.2.9 - Remember to check for updates at http://slic3r.org/




6. Confirm the start and end G-code. They should be like this.

G50 R R —— =5

File Window Help I
| Print Settings | Filament Settlngsl] Printer Settings l

G2s |E® [start G-code
(=) General G28 ; home all axes -
B Custom G-code]] G1 Z5 F5000 ; lift nozzle
Y Extruder 1
Y Extruder 2
End G-code
M190 SO ; turn off bed temperature -
M104 SO ; turn off temperature
G28 X0 ; home X axis
M84 : disable motors

m

|Version 1.2.9 - Remember to check for updates at http://slic3r.org/

|
\s

We have covered all the important settings. For other parameters you need to learn by

yourself with the increasing of your 3D printing experience.

7. Choose the printer and printing settings, filament settings we just saved in the
drop-down menu.

Here we choose G2.



Slicer IPrint FPreview IG—Code Editor IHanual Control ISD Cardl E | 2
P> Slice with Slic3r

Kill Slicing I

|

Slicer: [Slicdr v| [ ofMemager |
[ gaConfiguration |

Print Setting: |62 v|

Printer Settings: [G2 v|

Filament settings:

Extruder 1: |62 v|

8. Load the stl. File you will print from Object placement > @ icon. Direct to the

file and open it.

Object Flacement :[I5]cer lPrint Preview IManual Control ISD Card|

[EDEI@%@% ® a i

9. Stl. File is successfully loaded.



Object Flacement |Sli,cer II_’rint Preview Ih‘lanual Control ISD C_ardl
B 1T 1] A 1
B QA P A
View Cross Section m
Position
Inclination "
Azimuth
Ubjec puUD 4

® rieotobu ) & @

9. You can see it in the preview window. And you can choose different point of view

by clicking the cubic on the left.



11. Click Slic3r> slice with Slic3r.

Object Placement | Slicer { Print Preview | G-Code Editor |Manusl Con ! |”

Kill Slicing

Slicer: [,Sli,,car» i

V] [‘_.L_&Managgr..

J

LQC,en,fm,r ation

Print Setting: &_2

Printer Settings: [5;2

Filament settings:

Extruder 1: [,GZ.

| »




|Db_iect Placementl Slicer |Print Preview lManual Control ISD Card|

P> Slice with Slic3r Kill Slicing
Slicer: [SlicSr '] [ £ Manager ]
Progress b=
Action Exporting G-code to C:\UsershAdministrator‘\AppData\Local

[] Start job after slicing is finished

Skic3r is separate, external program, which can be started separately. For further
informations, please visit the following webpage: http://www.shc3r.org

m

12 After slicing, you will get the following information about this printing job.

| Object Placement lSlicerI Print Freview |Manual Control |SD Card|

» Print E Edit G-Code ]
= Save to File | [®  Save for SD Print ]

Printing Statistics
Estimated Printing Time: 22mi4s

Layer Count: 25

Total Lines: 5865

Filament needed: 1659 mm
Visualization

Show Travel Moves
© Show complete Code
© Show Single Layer

© Show Layer Range

First Layer [0 : -
Last Layer i{) _—




13 click G-code Editor to save the file for future use. Or if you have SD card, you can

click SD card to save it in the SD card.

anual Control |SD Card| |itaf
Close
generated by Slic3r 1.2.9 on 2015-10-14 at 17
external perimeters extrusicn width = 0.30mm
perimeters extrusicon width = 0.30mm
infill extrusion width = 0.60mm
seclid infill extrusicn width = 0.60mm
teoep infill extrusion width = 0.45mm
EIM107 ; disable fan
I M190 S55 ; set bed temperature
IS8 M104 S200 ; set temperature
WAG28 ; home all axes
13 [epie]
NGl Z5 F5000 ; 1lift nozzle
IEIM34 SO o
4D »

14. Click manual control and remove the slash on fan, heated bed and extruder 1.(If
you are using extruder 1 now)



| Slicer | Brint Preview | G-Code Editor | Manual Control |SD Card [a]u

G-Code: | Send |
& ‘g@n ‘m & ‘giag Extruderl v

VEZNPN1NONINANS N
RS IITTIIIITIIIIIIIIID 100 &
CESIIT I 00 <

SHBekC

14. Click start print job to begin.

File View Config Printer Tools Help

> |

Start Print

m ¢

ill Print Toggle Log

3D View |Temperature Curve

g Em

15. When the temperature reaches the preset value, the printer will start printing, you

will see the operation track of the print head as shown below.



sw Config Printer Tools Help

Bon.m g

Lload  Pause Print  Kill Print Toggle Log

Press OK to continue.
You can add pauses in your code with
@pause Some text like this

[ Continue Printing

Hint: You are allowed to move the extruder around and to
extrude filament in order to change the filament or refill the
nozzle if cozing occured. The host will restore the position at

Now you can take a rest and wait till the model is built.

Example 2. Print with dual extruder.
1. Download the stl. File here and unzip.

2. Click printing setting> extruder, change the number of extruder to 2.


http://www.geeetech.com/wiki/images/9/9c/Printing_test_file.zip

Printer Settings

Printer: ‘qelta :: i}
| ] Connection I Printer | Extruder |Printer Shape | Seripts | Advanced
| -
Humber of Extruder: é —.g_ﬂ F
Max. Extruder Temperature: 280
Max. Bed Temperature: 120
Max. Volume per second 12 i [mm* /=]
[] Printer has a Mixing Extruder (ome nozzle for all colors)
Extruder 1
Hame:
Diameter: 0.4  [nm] Temperature Offset: o  |[cc =
Offset X: o Offset ¥: -13 ~ [mn]
Extruder 2
Hame:
Diameter: 0.4 [mm] Temperature Offset: or |l
Offset X: of Dffset T: 13 [+m] —
[ 0K ] [ Apply ] [ Cancel J

3. Choose the printer and printing settings, filament settings we just saved in the
drop-down menu.

Here we choose G2s.



P Slice with Slic3r

Kill Slicing

Slicer IPrint Preview IG—Code Editor IManual Control ISD Cardl llE

Slicer: [Slic3r

v] [ £ Manager ]

[ £ Configuration

| »

Print Setting: [GZS

Printer Settings: [GZS

Filament settings:

Extruder 1: [GZS

Extruder 2: [:GZS

4
m

10. Load the stl. File you will print from Object placement > @ icon.

the file and open it. Load both files.

Object Flacement {|I5]jcer | Print Preview I Manual Control I 3D Card|

| & Al mma A
r@L i’" ' | . (

9. Stl. File is successfully loaded.

Direct to



Object Placement lSlicgr Il’rint Preview IG"Code Editor_l Manual Con * [»

View Cross Section m

Position

Inclination!i

Azimuth [+

® iz ) o 8

The object is nmot manifold. This essentially means, that i1t 1s not
watertight. This normally causzes problems during slicing, resulting
in unwanted results. We strongly advice to repair the file. One free
repair service is; https://netfabb. azurewebsites net

Object Group 14
@

The object is not manifold This essentially means, that it 1s not
watertight. This normally causes problems during slicing, resulting
in unwanted results. We strongly advice to repair the file. One free
repair service is: https://netfabb. azurewebsites net

Now, you can see the two files are separated. You need to put them together.




You need to put them together. Choose the file and click center icon on the top

separately.

Object Flacement ISlicer IPrint Preview |G—Code Editor IManual Con' ¢ |

O =G4 o ah

Vhow/Cruss Sactian’ & (X |
Position |
Inclination

Azimuth [}

@ test? |1 vl ] [i]

The object is not manifold. This essentially means, that it is not
watertight. This normally causes problems during slicing, resulting
in unwanted results. We strongly advice to repair the file, One free
repalr service is: https://netfabb. azurewebsites. net

Object Group 14

® tesu b - & @

The object 15 not manifold. This essentially means, that it is not
watertight. This normally causes problems during slicing, resulting
in unwanted results. We strongly advice to repair the fi

repair service is: https://netfabb. azurewebsites. net

Now the two files are centered and combined together.




10.Assign extruder for each file.

The object i1s not manifold This essentially means, that it 1s not
s during slicing, resulting
repalr the file. 3

11. Click Slic3r> slice with Slic3r.

| Object Placement |

P> Slice with Slic3r Kill Slicing

Slicer: [Slic3r v) [ ofManager |

[ 43 Configuration
Print Setting: [(_;2 ‘v,]

| »

Printer Settings: [62__ Y.]

Flament settings:

Extruder 1: [62 y]

m

Choose No to continue.



Printer Settings Easy Mode Emergency Stop

|0bject Flacement I Slicer I Frint Preview IG—Code Editor ]Manual Con' *|*

P Slice with Slic3r Kill Slicing

Slicer:

Override Slic3r Settings

[ Copy Print Settings to Override

[] Enable Support
[V] Enable Cooling

T arrar Haioht: {n ? mm

lUb_iect Placementl Slicer IPrint Preview Ilﬂanual Control |SD Card|

P> Slice with Slic3r Kill Slicing
Slicer: [SlicSr '] [ i Manager ]
Progres: | =

Action

Start job after slicing is finished

Skic3r 15 separate, externzl program, which can be started separately. For further
informations, please visit the following webpage: http://www.shc3r.org

Exporting G-code to C:\Usersh\Administrator‘\AppData\Local

12 After slicing, you will get the following information about this printing job.



|0bject Placement ISlicerI Print Preview IG—Code Editor IManual Con * |

> Print HE Edit G-Code |
= Save to File | [®  save for SD Print ]

Printing Statistics
Estimated Printing Time: 28m:56s

Layer Count: L]

Total Lines: 5328

Filament needed: 2120 mm
Visualization

Show Travel Moves
© Show complete Code
© Show Single Layer

©) Show Layer Range

First Layer 0 _—
—_—n

Last Layer

13 click G-code Editor to save the file for future use. Or if you have SD card, you can

click SD card to save it in the SD card.

anual Control ISD Card| |itaf
Close
generated by Slic3r 1.2.9 on 2015-10-14 at 17 -
external perimeters extrusicn width = 0.30mm
perimeters extrusicon width = 0.30mm
infill extrusion width = 0.60mm
seclid infill extrusicn width = 0.6é60mm
top infill extrusion width = 0.45mm
EIM107 ; disable fan
IIM190 SS55 ; set bed temperature
ISEM104 S200 ; set temperature
WAG28 ; home all axes
13 [epie]
4Gl ZS5 F5000 ; lift nozzle
15 PEEEEL] i
< D »




14. Click manual control and remove the slash on fan, heated bed and extruder 1.(If
you are using extruder 1 now)
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16. Click start print job to begin.

File View Config Printer Tools Help

O -B{» [|m ¢

Disconnect  Load | |Start Print ill Print Toggle Log

3D View |Temperature Curve

g ==

17. The printer will home first and wait till the temperature reaches the preset value,

the printer will start printing, you will see the operation track of the print head as

shown below.



The printer is working now.
That is all for the geeetech rostock mini G2 and G2s pro. If you have any problem

running the printer, please go to our forum for tech support.


http://www.geeetech.com/forum/

