
NONOILEN®
3D PRINTING GUIDE

HARDNESS

IMPACT RESISTANCE

BASIC OVERVIEW

WINNER OF 2021RECOMMENDED

WE PROVIDE FILAMENT INSPECTION

FLEXIBILITY 

EASY OF PRINTING 

WEATHER RESISTANCE 

WEAR AND ABRASION RESISTANCE

MATERIAL 
DENSITY (G/CM³)

TEMPERATURE 
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TENSILE MODULUS (MPA)
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CHARPY IMPACT 
STRENGHT
UNNOTCHED (KJ/M²)

WE GUARANTEE THE BEST QUALITY WITH CPK PROCESS MEASUREMENT.

DETAILED VIEW

Second life 
Sustainable spool Food contact approved

At Fillamentum, we go beyond achieving  a lower filament diameter. We focus on 
CPK (Process Capabality Index) could  be known as a Sigma within Industry. It is a crucial 
measure that ensures every spool of filament meets the highest standards. Here is 
Why CPK is essential for you and why it is more important than just diameter.

EASY OF PRINTING

3DLac or PVA glue recommended  

ARE YOU MISSING THE RIGHT ANSWER? 
CHOOSE THE PLACE YOU'D LIKE TO CONNECT WITH US.

CLICK FOR FILLA FELLA CHAT BOT
  INSTANT ANSWER24/7

HELPDESK@FILLAMENTUM.COM
REACTION TIME 12 – 16 HOUR

CALL US IF YOU WANT +420 725 463 731
BETWEEN 8 AM AND 4 PM CENTRAL EUROPEAN TIME.

Temperature resistance up to 110 °C

Print Temp:
170 – 195 °C

Bed Temp:
0 – 50 °C

Cooling Fan:
 100 %

Printing Speed:
20 – 50 mm/s

Print Temp:
180 – 215 °C

Bed Temp:
0 – 60 °C

Cooling Fan:
80 – 100  %

Printing Speed:
50 – 200 mm/s

BASIC NON HIGH-SPEED PRINTERS SETUP

HIGH SPEED PRINTERS SETUP

TIPS BEFORE YOU START

HEATED BED SURFACE:
PEI, mirror/glass, Lockpad

ADHESIVE: 
Magigoo PP, 3DLac, PVA glue, DimaFix

DATASHEETS AND MORE...
24/7 AVAILABLE 

RAFT/SKIRT/BRIM: 
In most cases, a 5 mm brim will help.

HEATED CHAMBER: 
Not required.

TIPS FOR SUCCESSFUL PRINTING

1. Start with a lower temperature and speed. We recommend printing a temperature 
tower or calibration cube first. Printing with NonOilen® is not challenging and the printing 
is similar to PLA.
2. Storage: Filament should be stored in a tightly sealed bag with a desiccant. 
We recommended drying at 75 °C for 5 hours.
3. Printer Settings: Ensure that the extruder is properly adjusted. Make sure that 
distance between the nozzle and the bed is correct. It is recommended to lower 
the extruder temperature and reduce speed if you are having trouble with printing.
4. Bed: Use a PEI or glass bed and apply a thin layer of adhesive, preferably 3DLac. 
It is important to keep the bed clean and to use adhesive to prevent damage to the 
bed's surface. NonOilen® has high adhesion.
5. Heated Chamber: not necessary, a heated chamber can help with 
adhesion and overall print quality.
6. For larger overhangs, it is better to choose a lower layer height (from 50 °C).
7. For high-speed printing, we recommend using our printing profile. At higher 
temperatures, the surface becomes rough, and stringing occurs due to the high 
flow rate. Do not exceed 210 °C unless printing at high speed. We recommend 
start with temperature at 180 °C.
8. In case of high FLOW, adjust the retractions and change the flow ratio in slicer.

Adhesion problems may be caused by several factors:
Improper Bed Surface Preparation: Ensure that the bed surface is clean and properly 
prepared. We recommend cleaning with isopropylalcohol and then applying 3DLac. 
A textured print bed can also help.
Incorrect First Layer Setup: Check the height of the first layer.
Filament Moisture can be manifested by bubbles or poor adhesion between the layers.
Conclusion: NonOilen® is an excellent material for printing with many applications 
if used correctly. By following the above tips, you can ensure successful 
and high-quality prints with this innovative and sustainable material.
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