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1. Install MiiUtility

System Requirements

Windows OS: Windows7 , Windows8, Windows10 and other updated version
Browser: Use Google Chrome only

(1) Install MiiUtility
Download MiiUtility.exe from Unzip the download file

Open ™MW Mii_Utility
http://www.miicraft.com/support/

%] libwinpthNad-
M Mii_Utility
whlead (%) Qt5Gui.dll
%] QtSNetwork.dll
(%] Qt5OpenGLdIl
%) QtsSql.dll
p— o %) QtSTestdll

n. Overview

Quick Access Tool bar

Quick access tool bar is on the top of screen
File management

I_l IE z n H nn H . nn H . n
Enable "Create new file", "Open .mil file", "Save .mil file

.mil file is an editable format for MiiUtility Platform, layout, supporter function, you can save your
working status as .mil file at any time, and open .mil file to continue editing

=

Enable "undo", and "redo action you undid"

Enable "Surface polishing view", this will help surface structure more obvious

ﬁ Enable "Perspective view" or "Orthogonal view"

TEdAHG D
@ Enable " Orthogonal view "

E Set Import model’ s property setting, including rotation degree and scaling factor.

Select “floor” item to enable the import model to ground (=Z: 0.00)
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The primary method of setting your view of the build area is to drag the mouse inside the viewport
with the following key combinations:

Right Mouse Button -Rotates your view of the build table

Middle Mouse Scroll -Zooms in and out making the view of the build area larger or smaller

Middle Mouse Button -Move the build table

Import .STL file -Left click +drag the file from outside windows

Mode Overview
There are 4 modes in MiiUtility, modes selection and modes operation is on the right side of screen. You

can switch between 4 modes at any time by clicking on the Platform, Layout, Supporter, Print.

T T @ P P B

m. Platform Mode

Here you can select the printer type:

Platform ] Lagout ] Supporter ] Print]

Configuration:

Pivel Size {um): |65

Printers: |MIICRAFT125 x|

. MIICRAFTS0
Prmt Arealmm): MIICEAFTEN
.  MIICEAFTiON
Print M. Heigh il i i
MIICELFT+
Frint Besoluting Hone of the above

Lpply
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Printer's information will automatically shows Boundary of layout for specific printer will show in
Platform | Layout | Supporter | Print | preview panel. The yellow line is the border of
Configuration: printable area

Piseel Size(um): |65
Printers: |MIICRAFT12S Bl
Print Areafromy:  X: [1245 ¥ [702

Print Max. Height(mm): | 120

Print Resolution(pixel): X: [ 1920 ¥: [ 1080

Apply |

Select "None of the above" when your printer type isn't show in the drop-box
=> Enter your printer information, and click "Apply"
Printer ] Layont | Supporter | Shice |
Configuration:
Piscel Size (uun): |65
Printers: | ﬂ

Print dreafmn);  X: [1243 Y. |02

Print Mae. Heighténum): | 120

Print Resolution(pixel); £: |1920 ¥: 1080

Apply

iv. Layout Mode

Here you can arrange objects in the building area.

wms MiiSlicer Ver 1.07 1. e S

Eles | OTIHNID

Priner  Leyout | Spporkr | Skiee |
Object List

® | 2| X ]| |

modelstl 1
die2sti1

Information:
Object Sizs (mm), Object Yolums (m'3)
x:[57.641 ¥:[44.841 z:[20811 Vol.:[8.36241

Move (mm).

+
F X [0.00 ¥:[0.00 z:[1000 é

Rotatinn(degrees) n x
. 0

F@XU ¥i|0 —'—
ST ol

- @ Mate Down @ Mate Up
%

Scaling Factor:

FQ}HI kR zf1 P Al
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Object list

L Import STL files to the building area

=> Once the object is imported it will appear in the center of the build area in the viewport and will be
selected. The object is then ready to be oriented and supported.

=>Select object by click on 3D preview model or select object list

=>Select more than one object in the list : Shift + left mouse button

=
X
& |

=> Export file will save several objects as one object, but it is not a necessary step for building

Duplicate the selected object

Delete the selected object

Export whole layout to STL file
supporter or slicing. You can directly go to next step by changing tabs.

Layout

Here you can manage the object's layout by selecting one object and enter its place information
Ohject Size (mm): Object Volome (tm™3)
%500 ¥ [580217 232841 Vol: (336241

Selected object's size and volume

Auto Arrangement

Enable multiple models spread evenly through the X Y area

The rotations, Face down/up, and adjust the scaling factor is available for multiple model selection

Move (mm):

1T
o v .
Move the object

=>Select this item to enable clicking and dragging the object around the build table

=>To move a object left click the object in the viewport and drag until it is in the desired position, then
release the mouse.

-When moving the object across the build area, it is best to use this tool in a top view

-When raising or lowering the object, it is best to use this tool in a front view

=>Hold the shift key while dragging up and down to lift the object in the Z direction or enter the value

in coordinate (X, Y, 2)

% Put the object to ground (=Z: 0.00)
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Eotatiomid, :
otation(degrees) c:) x
. EJ) (180 |0 |

X

i @ Mate Down Mate TUp

Rotate the object

J. Reset X, Y, Z rotations backto 0, 0, 0

Upside down (=X rotate 180 degree)

o @. |0 7:|0 |

-Select this item to enable X rotation and Y rotation

X, Y rotation

-Give the X and Y rotations of the object in degrees, and press "Enter"

-Moving the slider will rotate the object from 0 to 360 degree
& S o [

-Select this item to enable Z rotation

Z rotation

- Give the Z rotations of the object in degrees, and press "Enter"

-Moving the slider will rotate the object from 0 to 360 degree

" @ Mate Dowen Mate Up

-Select this option and click any point on object's surface
=>The point you click will face down/ face up
Sraling Factor:

PQ 1 71 Z:1 v 4l

-Gives the scaling factors in the X, Y and Z directions, and press "Enter"

- A scaling factor of 1.0 restores the object to original scale

- Scales across the X, Y and Z directions are force to be the same if the "All" checkbox is enabled

Calculate total volume of models and base

Click any blank area in object list, the total volume of imported models, supporters and base will
show at the bottom
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Pltlorm  Layout | Supporier | Brint |
Object List

® | o[ X]e

bridge.stl 4

Totel Volume: 130236 (em*3)

v. Supporter Mode

Supporter mode is only available when the desired object has selected.

Platform | Layowt  Supporter I Print |
[~ Bam:

Svpporter List:

e % o) X

Support 1
Support 2
Support 3
Support 4
Support 5

Import Setting Export Setting |

Settings:

—
‘ ‘ Shape: |TOF_Cane 25% |

*~ Ratius(um): [0.5

‘ Length{mm): |10

"~ Contactfmm): — | 005
il i

‘ 0 Angle: — | 005

—

[~ Guid II.D 3: iy I Angle ID.D 3: Degree

Add Base
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[v Bage:

\BASE_Rectangular
Ohiect Size:

L

Thickness(mm): | 1

-Tick the Base option and select base type

-Change Base size by moving the slider

-Enter the thickness of Base

Grid and Angle Indicator

[~ Grid 01 3: mm [ Lngle |00 3: Diegres

Grid will help you build supporter in accurate position.
Angle Indicator will help identify the bevel angle of object
surface.

=>Tick the angle indicator option, and set angle degree

=>0bject surface under this angle will become red in preview
=>These red area indicates area more flat, which is suitable for

building supporters

Supporter list

Supporter List:

& & c % c X c X
Support 1
Support 2

Import Setting Export Setting |

Settings:

lShape: |TOP_Cone 25% =l

Radivs(mm): |0
Length(mm): [0
Contact{mm): _} 0
Angle: | 0

SN /-

[

-

g (1) Add supporter
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- Enable adding of supporter

- To add a supporter, left click on the object

- Parameters of added supporters can be altered in “Modify Supporter
Mode”

-When mouse over the object, there's a yellow line for user to

preview the supporter before building, and it will align with grids if you

open the grid indicator

Supporter Setting

The Supporter Setting is to specify the size and shape of supports. If the user is using the “Add
Support”, the interface shows the parameters that the next support added will have. If the user is
using the “Modify” and a support has selected, the interface is used to edit the parameters of the
selected support.

« F

(1) " Add support mode

User can apply three basic supporter setting: Heavy, Light, Medium.
|

|LIGHT ~|
HEAVY

GH
MEDIUM I

User can edit the supporter setting from basic supporter setting, but cannot save different parameters

into basic supporter setting. Please add a new supporter setting first _+ | and then save it _s |

The supporter is made up with 3 sections: Joint, Middle of support and Bottom. These sections are

accessible in the interface by clicking on the corresponding sideways tab in the interface:

+ | % | \ - Joint
B ~ &
Shape : The shape of the joint
= ) Radius : The radius of the joint
] A Shepe: | TOP_Cone 133%(auto) |

Length : The length of the joint

S~ .

~ Radivs(mm): [0.25

|; Lengthtum): [1 Contact : How far the joint should extend
" Contactmm): — | 01 past it's position and into the object

L

Angle : How intense the angle should be

&
AL

between the joint and the object

10
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- Middle of support

Shape: [LEHINNEETAR

Shape : The shape of the support

Radivs(mm): |0.5
Lengthfmm): |

Radius : The radius of the support
Length : The length of the support

(OVER\T )

- Bottom

b3 Syl (BT TOM_Circle
Shape : The shape of the bottom

Radivsfrmm): |3
Thickness(mm): [0.25 Radius : The radius of the bottom
Deep(mm): _| 0 Thickness : The thickness of the bottom

Deep : How far the bottom should extend

[ NTCIVT= N

past its position and into the floor

=> Ctrl+ Click : add symmetrical support

(2) ﬁ*

Add multi-supporter

-Choose one supporter

-Tick the multi-supporter function

-From the base of joint, you can extend multi-supporter. Click on the place you

want to build the multi-supporters.

(3) F‘x’ Delete

- Enable deletion of supports with the mouse

- To delete a support lift click on it with the mouse

@) X Modify
- Enable modification of supports
- Supports can be modified with the mouse or via the Setting
- Clicking and dragging the top or middle of a support will move the top of the support across the
object's surface
11
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- While holding control + dragging the joint of the support, the length of the joint will be
altered
- While holding control + dragging the middle of the support, the overall width of the
support will be altered
- Clicking and dragging the bottom of the support will move only the bottom of the support

- While holding control + dragging the bottom of the support, the overall thickness of the
support will be altered

Supporter setting in Modify mode

Supporer List

X X

Support 1
Suppart 2

Let support become vertical to the object

i
A

e Undo the vertical supporter
B 3
-
u Shape: | TOP_Cone |
Radius(un): |1
=
Lengthimny: |2
D Contact{mm); J' Oum
= Angle | 100%
0
%

i Cross Section | L{_i 1 ”‘b \ ﬂ @ @ @ @ @

-Enable transparent object view
-Select the object and click Xsec button

-Moving slider for different transparent level

vi. Print Mode

Platform | Lazout Supporher
. . . . [ Base
For slice and printing setting.

Supporter List:

& g7 - * o d\’c s X
Support 1
Support 2
Support 3
Support4
Support 5

Lmport Setting | Export Setting

12
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Connect and Printing setting

p
min MiiUtility

Step 1: Choose a printer

Model 80

MiiCraft30

Name: Model 80

IP address:
Step 2: Select File

Input:

Output:

Layer Thickness(um):
Step 3: Printing Setting

[Nonml

1 N )

Step 4: Convert File

j 0%

‘ Convert

Step 5: Lawnch 3D Printer

‘ CZ Lawnch to printing

Step 1: Choose printer

y
Step 2: Select file
Input: .SLC
4
Step 3: Set printing
parameter
7
Step 4: Convert file
Output:.mii
14
Step 5: Launch to
MiiController
7

Step 1: Choose printer

Step 1: Chooss a printer

Model 80
MiiCraf0

Name: Model 80

1P address:

Step 1: Choose a prinfer

)L Information: Software version

BRI

Model 80

FEN

- Selecta Printer ---
Model 125
Model 100

Model 50

Model+
B vector-test

Choose a printer
- To print (only online printer)

Scanonline printer
Delete connected record

Connected printerinformation
Manual IP search

Keyin IP address, as a compliment
function for searching printer

o Online printer

. Offline printer

- To use printer calibrate information when converting files (Both online and offline printer)

13
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nTrouble shooting

If unable to connect computer and printer, please check computer's proxy setting, it has to be close.

Step 2: Select file
Step 2: Select File
Input: el Input : Automatically drag in editing file.
; ) Or click button to select another SLC file

Step 3: Set printing parameter
This is a function for user to quickly apply a set a printing parameters. Three basic printing setting: Slow,
Normal and Fast, means different peeling speed. Detailed model with delicate structure needs slower

peeling speed.

| Select printing setting

Step 3: Prinking Setting Edit printing setting

|
Normal >l (| %
[gm_ Jl—H— Delete printing setting
et L2 T~ Convert I

Edit printing setting — Printing setting interface

The printing setting interface allow you to export printing setting as .mps file.
.mps file is an editable format for MiiUtility Printing setting interface, you can export your working status

as .mps file at any time, and import .mps file to continue editing.
After editing printing parameters, you can save and name it. Back to main page, you'll find the printing

setting shows in drop-box.
(1) Edit Printing Setting Interface

14
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- -
Printing Setting: De‘fﬂult“. el - M

S|k ) %)

‘ Curing Time(s): 00 = ‘
‘ Gap Adj(mm): 010 El ‘
‘ Base Layers: | El ‘
‘ Base Curing(s): 5000 El ‘
‘ Buffer Layers: 10 El ‘
‘ Power(%): 100 E ‘

Image Calibration:

Anti-aliasing: |Max (default) -
Sharpness: |0 {default) -

Resin Shrinkage Compenshon
(%) 0.00 Y(%): 000 E

O] o/ o=

* Speed: Select "Advanced", the advanced peeling setting will show in right column

(a.) Tool bar

Back to main page

|
[E% &- &0 Printing Setting: Normal |v °

Duplicate printing setting Save printing setting to main page

Import and Export .mps file

(b.) Basic setting

15
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-Curing Time: The amount of time for UV curing(seconds)

Curing Ti : BOO = . .
R - -Speed: Slow, Normal and Fast, means different peeling
Speed: | Nommal M speed. Also user can select "advanced" to set user
] = defined peeling mode, more info please refer (c)
Gap Adj(mm): 0.10 =
-Gap Adj.(mm): Adjust thickness of the first layer
e Lagizcs 5 -Base Layers: Define number of base layers
Base Curing(s}: 50.00 = -Base Curing(s): Curing time for base layers
-Buffer Layers: Set the Number of buffer layers
Buifer Layers: 10 = . - . .
o -Power(%): At 100% is the existing brightness of light
Power(%): 100 = engine. User can adjust the power in response to different
R resin character
Anti-aliasing: IM&:-: (defanlt) vl n
What is Buffer layer?
Sharpness: ’EI (default) vl o ] ] ]
Resin Shrinkage Compensation Within buffer layer, the curing time is gradually change
() 000 =] vz 0 = from base layer setting to layer setting.

CuringTime

*® °A o=

Curingl

1
1
1
T
1
Baze 1
1
1
1
1
1
1

.
Ease o
\‘"Ls\ o \\Hﬁ—__Bu"er___—e——*'/ Layer
Layer

-Image Calibration: Tick calibration option, the image will be calibrated by selected printer

-Anti-aliasing: Surface smoothing from Z axis, the greater number means higher compensation from Z axis
-Sharpness: Enabling sharpness from X and Y axis (+ ->Sharpen an image ; — -Soften an image)

-Resin Shrinkage Compensation: +0% to 9.9% —>Enlarge an image ; -0% to -9.9% —>Shrink an image

*®@ °A o2

-Flip Image: Flip image by X axis or Y axis

(c.) Speed -> Advanced setting
-Here you can set the actions of cartridge and picker. The setting will be saved as one motion cycle,
repeat for every layer.
-Start from action 1, choose object module first, and choose action item, and its step and period(Tablel).
Keep adding new action item until one cycle is finished.
-If you'd like to have different peeling mode in one printing, you can set starting layer, from starting layer
above will use different peeling mode.
-The advantage of advanced setting is you can decide peeling mode, general there are two ways:

Tilt mode : Set cartridge down for bigger area peeling

16
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Direct mode : Only set picker’s movement, cartridge stay, peeling speed is faster

Starting Layer: 000000 ~) (4] [(X] I

Advanced Setting
Actionl | |(Catite  ~|[Pova  ~] s00 o (k]
P -
Action? | ||Cetite  ~|[Down -] 500 = 3200 = [x]
P B 5 ) -
Action3 | ||Sty = | v |0 '+ 1000 = (]
Cattridge v |[Down  ~| 1000 %] 800 & ()
| Bicker v|[tLayer  ~ |0 < 800 & ()
Cortidge v [Up ~| 2010 % 800 & (a)
Stay z) | ~ | [o | 2000 (x]
[ Add New Action |
Cartridge Up Max 2500
Down Max_ 2500
Stay MNA MA
: Min 800
Picker Up Max_ 2500
Down Max_ 2500
1 Layer 1 Layer
n Trouble shooting
¥,

Why in printing setting interface, the Save button is unavailable?
It is because three basic printing setting cannot be changed directly, but you can duplicate one and then

change it.

17
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Step 4: Convert file from .SLC to .Ml

.Mll include printing setting
Step 4: Convert File

| 0% | Convert

Step 5: Launch to printing (MiiController)

Sep 5 Lannch 30 Printer

‘ [ I Lamnch to printing ‘

vi. Launch to printing (MiiController)

Launch to MiiController (Browser: Use Google Chrome only)

—

-From MiiUtility : Press "Launch to printing" C:"_

-From Browser : Find printer's IP address on electronic display, and search it by Google Chrome.

G smenie-soore <

169,254 ) o . ¢ (a16925

IP Address

MiiController interface introduction

Bl G - lz Print Setting B Select file from PC
Select File. 1s500m E) (3 %
TESTprint2.mi 5] Y, ] Engineering Mode m Select file from Printer
test.mii 0
test0801_plus. mii Eﬂ | Printing Record . Select file from USBE on
test1.mii ¥ \ and Update < printer

(1) Print Setting Mode
Select file:

Input .mii file, the printing parameters will automatically apply the same one in MiiUtility.

Select File.

Select File.

Ql
¢ &

opee ©

TESTprint2. mil

pelect From PC test mil
1est0801_plus mi
testi.mu
File input limitation from PC: 130MB MB left within Printer or USB

File input limitation from USB: 1GB

18
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The printing setting is same as printing setting interface in MiiUtility (Page14), here is for some adjustment
if needed before printing. The "Offset Print" is unique function in MiiController.

- OffSet Print(mm) : User can interrupt printing, and continuous printing from specified height

Pt ot —

Select File. @ @ ?

Qe
\*\ . Select From PC

Curing Time(s): 7.00

Speed: Slow -
Gap Adj.(mm): 0.00
Base Layers: 1 7]

Base Curing(s): 5.00
___Buffer Lavers: 4
Offset Print(mm): 50

| save | saeas | Delete

Print

Pre-VIew ! . Tick this option to preview 3D image

|3 save to Printer / Save to USB on printer (Printer's memory capacity is 3GB)

S . Delete file in Printer / Delete file in USB on printer

| mw | omm | omwm
Select file from PC X O X

Select file from Printer o] o] o]

Select file from USB on

oeinier o o o

19
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Print and Inspect

wn MiiController

Pre-View ¢

Test20160401
Thickness(um): 100

Curing Time(s). | 4.00

Speed: Slow

Gap Adjmm)  0.00

Baselayers: | 5 ]
Base Curing(s):  10.00

Buffer Layers: 10

[ s MiiController

1%

3 layers / 262 layers

Remaining 1 hrs 35 mins 57 secs

Resume

n Notifications:

- Do not put your hand into the printer while printing

(2) Engineering Mode

=l = =2
Up Down
stop
Up Down
Stop

Reset To Default

Control Interface

Start

LED Current Setting

Wifi Selector

~u MiiController

1layers | 262 layers

0%

secs

ady for inspectior
Click Continue to resume printing
Click Stop lo stop printing

3layers/
Remaining 1 hrs 35 mins 57 secs

oo

262 layers

e Tn_1001y_101 62_000000000._.

Test Module
Z-Motor

Cartridge

Projector

Cleaning Tank |Start

LED Current
Setting

WVifi

20

Gop Adimm) | vl Cring Tots) | Layor |l Loyor |
)

0 2 ]

Action Item Verifying Correct Module Behavior

Up The Z-platform moves upwards.
Down The Z-platform moves downwards.
Stop The movement stops.

Up The cartridge move s upwards.

Down The cartridge move s downwards.
Stop The cartridge stops.

Reset The cartridge moves to default height.

Control Interface, please see below picture(1)

(1) Project a complete pattern to tank, the residue will
be transformed into a solid layer. (2} Using the
scrape, scoop up one side of the layer. Then carefully
lift to remove the layer from the tank.

LED Change the current of optical engine, range from 0.3A
Current to BA

Reset Reset LED current to default

Wifi Selector, please see below picture(2)
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(a.) Projector Control Interface
On/Off : Turn on or Off the projector
T1/T2/T3 : Use test pattern inside the projector, or select a pattern from menu
Pattern menu : From 01 to 09 are more choices of test patterns.
Pattern No.10 can test the wire connection or its availability
Uniformity Mask: Tick this option to apply printer calibration function
Light(%): At 100% is the existing brightness of light engine. User can set higher brightness or lower
brightness for test printing
Calibrate: Reset to original brightness (default setting)
Curing Time(s): User can set curing time for test printing

| ON | OFF |

\ T1 | T2 | T3 \

‘ Please Select a Pattern. - ‘

|#*|Uniformity Mask

Light(%): 100 Set

7-124 Calibrate \

Curing Time(s): 4 Test
Close

(b.) Wifi Environment

[ ]
%%GIF‘EDPLE TOGETHER
Wifi dongle Model : EW-7811Un
Other wifi dongle cannot work on MiiCraft printer, please use suggested model to enable wifi function.

MiiController Firmware : FW 1.2.00001 or above to enable Wifi function.

Refresh
-Click Wifi selector
Youngoptics-Guest -- . .
Vectorswi - -Search and link to available AP
, """‘fraﬁst ) *Only the first time using Wifi dongle, you need
oungoptics-Stafi-s
TOTOLINK N302R+ - cable/LAN/IP sharer to connect printer and laptop.
VectorMobileAP -
After then, just insert the Wifi dongle to enjoy wireless
control

(3) Printing record and update firmware

21
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_ Name: file name / SN: Serial number / FW: Firmware version

”!‘_."_T"_’ | - Manual IP: Set a static IP address for the Printer.

Curing Time{s) Gap Setting(mm) Pump Enable

Printer.
MiiCraft125 9 o disa
Name Tes#l Initial Curing Time{s) Initial_layer Midele_layer Speed

3 u siow

SN no value o

- Upgrade FW: Download the latest firmware from

P 1100005 St e _ _End e http://www.miicraft.com/support/
Upgrade FW File N Fily Print Thi - H
== = — Save as .ZIP file, and select it for upgrade
Curing Time(s) Gap Setting(mm] Pump Enable
- o
Initial Curing Time{s) Initial_layer Middle_layer Speed
0.00 2 0 Sow * DHCP Manual
Start Time End Time P IT\[TI i) o |
—— - Mask:|ﬂ\ﬂ|:n|n|
File Thickness{um}  Print Thickness{um) Gate: [ 0 | 0 | 0 H 0 |
_100xy_101.62_000000000 102 100 -
Ti (m Pump E
Curm?mmmz Gap s-)n;:g: m) ump ‘h.ahlt Confirm | [ Cancel

ﬂ Information:

-Why and how to use manual IP function?

Manual IP function is for the user whose environment don't have DHCP network, and would like to speed up the
printer connection. First, use manual IP function to set a static IP address on printer. Second, set the same static IP

address on your computer.

-Trouble shooting
If a connection error happen due to manual IP's typing error, please download TDHCP recovera file from
http://www.miicraft.com/support/

Save the file in USB, and follow the TUSB upgrade processs as page 8 to unlock.

Appendix1l. Advanced Setting

User define Supporter
You can design your supporter and put it into MiiSlicer's supporter setting drop-box.
- Design a Imm*1mm®*1mm shape, save as STL file.
- Naming your file as follow:
SUPPORT_(PART)_(SHPAPE)  EX: SUPPORT_TOP_Circle
(PART)=TOP, MID, BOTTOM, BASE
(SHAPE)=Joint, Cross, Cone, Circle, ...... etc.
-Copy your file and paste it to downloaded file of MiiSlicer
File: MiiSlicer_version1.07\AppDirFiles

-Open MiiSlicer again, new supporter will show in drop-box

MiiSlicer_version1.07 » MiiSlicer_version1.07 » AppDirFiles
22
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anchor

Rl splash

SUPPORT BASE Circle
SUPPORT_BASE_Rectangular
SUPPORT_BOTTOM_Circle
SUPPORT_BOTTOM_Rectangular
SUPPORT_MID_Circle
SUPPORT_TOP_Cone
SUPPORT_TOP_Jaint

23



