HERD(AMAME)




( H ) General Notes

Some head(amame) parts need to be
stronger than others.

Headband Spring
Headband Mount
Spring Clamp

White parts should be printed in a stronger
filament such as PETG, ABS, or ASA to keep
them from “relaxing” over time.

The rest of the parts can be printed in nearly
any filament!



( H ) Why Gyroid Matters H®

head(amame) uses an 11% gyroid infill in the Cones and Headband
Mounts to improve sound quality and look cool as hell. They cut down
on reflections on the back side of the driver that may distort your sound.

These areas are represented by “infill bodies” to trick your
slicer into generating the infill properly.

Slicers try to “anchor” the infill to the other bodies, causing the
infill to have extra lines we don’t want. Each software has a
different way to anchor, and we will show you how to avoid them.




( H ) General Slicing Notes

Area Setting Comments

Layer Height 0.2mm General good layer height for all parts

Nozzle Size 0.4mm No benefit from going smaller, larger

Build Plate Adhesion User Choice Brim and Raft are good if you are having adhesion issues

Wall thickness

2.0mm or more

On most walls, this will cause no infill.

Top/Bottom Thickness

2.0mm

This makes sure you have solid shells around infill bodies

Infill

11% on infill bodies, 100% all else

Gyroid cones/headband mounts, Rectilinear all else

Maximum length of infill anchor
(PrusaSlicer and OrcaSlicer)

0 (not anchored)

Removes infill anchors — giving open-celled gyroid

Connect infill lines (Cura only)

Unchecked

Removes infill anchors — giving open-celled gyroid

Sparse Infill — (SuperSlicer)

Connected to hole perimeters

Removes infill anchors — giving open-celled gyroid




(H) Pre-Sliced models

c2

Slicing might be the most annoying part of 3D Printing so SEeRE . emars

I’'ve pre-arranged and configured files for you! . . . .

If you import the pre-arranged and sliced files into your . core * O MR © supehce
slicer, you will still need to:

head{amame) V2 RC2 Pre-Configured Files Prusa

MName h Status

- Read this guide for slicer-specific checks .
anyFilament 2 Vi File folder
- Choose your machine and arrange for your build plate il ATGHEIM  Fiefolder
. . . strongFilament - PETG or ABS or ASA 2 Vi File folder
- Tune your filament flow for top quality
- Make sure that infill looks correct before printing

head(arname)} V2 RC2 Pre-Configured Files » Prusa anyFilament

Name . Status ) =, Type

PrusaSlicer

PrusaSlicer




( a ) PrusaSlicer Settings

1. Infill body settings 3. Prusa’s Paint-on supports and seams keep

Soppore| Spporcommita pteary . your outer surfaces looking pretty!
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2. Important infill settings for your profile

Indill
® Fill density: BO[n N
® Fill pattern: B :)|Gymid V|
Length of the infill anchor: 8 « |[600% mm or %
Maxirnum length of the infill anchor: E :)| 0 (not anchored) w |mm or %
® Top fill pattern: = |Mon010nic ~ |
® Bottom fill pattern: = |Mon010nic V|




( H ) Cura Settings

1. Before opening Cura Files, make sure these two boxes are

un-checked, so the models don’t move around on import 2. Required infill body settings

G CFFFP_Headband Mount - Rubber - Mo Serial - Ultimaker Cura
Eile Edit View Settings Extensions [dE{EHEE= Help

Ultimaker Cur AT \ \

(3 Preferences X

1

General

Settings General

T e : N0 om @ g

A Ivix
Profiles Language:  English v Cumency: |€
Theme: Ultimaker C d‘: Mesh Type: Normal model
You wil need to restart the application for these changes to have effect.
=y . .
Slice autormatically et Wall Line Count 0
Viewport behavior Top Layers 0 —

| Display overhang H
v Display model errors D‘

Center camera when item is selected Bottom Layers 0 - R s
Invert the direction of amera zoom.
Zoom toward mouse direction oz Infill Density 1.0 % -
"é Ensure models are kept apart D
e Automatically drop models to the buid plate Infill Pattern Gyroid ~ -
v Caution message in g-code reader 0
Force layer view compatibiity mode (restart required) I

v Restore window position on start
Camera rendering:

Perspective C

Opening and saving files

Hen = rinnln ineban s o Coe

Defaults Close




( H ) Cura Settings continued

3. To keep your seams hidden, point the open end of your cones to the back, and set Z seam
alignment to the back.

Outer Wall Inset
Optimize Wall Printing Order
Wall Ordering
Alternate Extra Wall
Minimum Wall Line Width
Minimum Even Wall Line Width
Minimu m Odd Wall Line Width
Print Thin Walls
Minimum Feature Size
Minimum Thin Wall Line Width
Horizontal Expansion
Initial Layer Horizontal Expansion
Hole Horizontal Expansion
Z Seam Alignment
Z Seam Position
ZSeam X
ZSeamY
Seam Corner Preference
Z Seam Relative

o Top/Bottom

Top Surface Skin Layers

0.0

Inside To Outside



( a ) Bambu - Orcaslicer Settings

BambuStudio doesn’t yet support the required infill anchor settings for head(amame), so slice with OrcaSlicer!
https://github.com/SoftFever/OrcaSlicer/releases

bu PLA Basic

is | Global

G
Advanced ()

lightBotShellMic (1) (1) (3)
otRightMic_x1
aeBaotRiahtMic x1

=S

1<)

E=i)
=)
(@)

I3 X

rart setting

Platet I NamefT {

1

obConeBotL_x1
coneBotlnfill
coneRightBotShell...
obConeBotRightMic...
obConeBotRightMi...
obConelnfillBotRig...
obConelnfillBotRight...
obConelnfillBotRig...
obConeShellBotRig...
obConeTop_x2
obConelnfillTop_x2
obConeShellTop_x2
obConeTop_x2
obConelnfillTop_x2
obConeShellTop_x2

FilamentT 4 Layer height Wall loops Infill density(%) Support Brim

0.20

0.20

0.20

0.20

0.20

- T - =T - - T - R - - -

e

Outer wall speed Strength

- & Wall loops:
250 Auto » = .p 0
- - 60 el ::)p ilt?llfi Layesr: | 0
op inmmum e
250 60 Thickness: 06 mm
250 Auto 60 & Bottom Solid Layers: _ 0
250 60 Bottom Minimum 0
=) 11.0 = 60 Shell Thickness: mim
250 Auto 60 @ Sparse infill density: 11 o
- 1.0 - 60 @ Sparse infill pattern: Gyroid
250 50 ;Sparts';e. infill anchor 400%
250 Auto 60 ength:
. . Maximum length of 0 (Simple conne o
- n.o = 60 " the infill anchor: P mmers
250 60 Top surface pattern: Concentric
250 Auto 60 Bottom surface
~ A Monotonic
- 11.0 = 60 pattern:
250 50 Infill combination:
Infill/wall overlap: 15 %
Infill direction: 45 °
Bridge infill direction: 0 ° -
- Minimum sparse infill | .
* threshold: mm v




( H ) Super Slicer

1. Sparse Infill - Connected to hole perimeters




( H ) Thanks for Printing :)

Now go watch the Assembly Instructions!

If you are reading this...

| want you to know that | appreciate the effort you’ve put in to printing your own headphones.
You will likely feel empowered now that you have produced a great product in your very own home or office. It’s
head(amame)’s goal to keep providing you things to print that can be infinitely repaired.

If you enjoyed this experience, please consider supporting head(amame) on Patreon, submit for a Serial Number, or just
share your favorite songs with a friend on your new headphones.

If you feel like getting your hands dirty, the files are open for modification so that you can use them as your canvas to
create and share.

| hope that you enjoy your head(amame) for years to come,

Morgan


https://patreon.com/headamame
https://forms.gle/sKNYMURbd87A3ogeA
https://www.youtube.com/watch?v=2iNJaU211fA
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