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Overview:   

Geometry check using the probe artifact should be done after final test cut is compete at the factory and the data is collected  

future reference. 

 Geometry check using the same probe artifact should be done after machine is installed . The results are saved to the User 

Data/DPRNT directory and should be entered as an attachment with the installation report. 

Geometry check details: 

• Runs geometry check twice without MRZP and again with the values restored. 

• Sets G54 work offset  

• Probes X axis Web to set G55 work offset  

• Checks artifact alignment  

• C axis TIR probing C0., C45., C90.,C135, C180. C-135., C-90. and C-45. 

• B axis sweep C0. every 10 degrees B90. through B-90. 

• B axis sweep C180. every 10 degrees B-90. through B90. 

• C axis sweep B90. every 20 degrees C-180. through C180. 

• Checks each bore twice B90. and B-90. ( the DPRNT data is relative to the direction of the probe) 

• Probes X axis B90. C0 and B-90. C0.  

• Tolerance is setup in the program for each of the sections  

• The program will stop with a message when the probe position is out of tolerance 

• Press the “Y” button to continue the check 



 Machine Type and work holding 

• VR, HDC and GM-2 5 axis 

• Probe Artifact Haas #T-0200 

• Mag Base  

• Indicator 

Machine Options 

• WIPs 

1. Verify TCPC/DWO is enabled in rotary settings 

2. Verify setting # 261 = File 

3. Verify setting # 262 = User Data/DPRNT 

4. Collect error report using “SHIFT F3” with MRZP setting displayed  

5. Position T-0200  in center of machine travel 

6. Indicate parallel to the X axis with in +/-.0002” 

7. Make sure BLOCK DELETE is “OFF”  

8. Select O91824.nc for all machine models except the VR-5 must use O91924.nc 

9. Probe in the spindle 

10. Handle jog  X and Y axis to centerline of 1” boss with the Z axis  0.250”  above 

boss 

11. Cycle start  



Verify TCPC/DWO is enabled in Rotary settings 

Verify setting # 261 = File 

Verify setting # 262 = User Data/DPRNT 



SETTINGS type MRZP “F1” 

Save “SHIFT F3” Error report to USB 



Position T-0200  in center of machine 

travel 

Indicate parallel to the X axis with in +/-

.0002” 

 

• First time running the program, make sure BLOCK DELETE is “OFF” = no 

icon 

 

• The BLOCK DELETE can be turned  “On” to skip probing G54 work offset again 

when running the program a second time. 



 

• Select O91824.nc for all gimbal head machine models except the VR-5 

 

•  VR-5 must use O91924.nc 

 

• Probe in the spindle 

First time running the program 

 

Handle jog  X and Y axis to centerline 

of 1” boss with the Z axis  0.250”   

 

Probes Z axis and Boss to set the G54 

position 



 

• Recommend using a white foam board or cardboard set in the front right T-Slot 

• This reflect the OMI signal when running this test and the MRZP calibration program 

 



    

*** Caution *** 
 

• Geometry check program runs through the cycle twice  

 

• The first run saves MRZP settings #300-#305 to macro variables #10900-#10905 them sets 

Settings #300-#304 to zero. 

 

• The second run restores MRZP settings #300-#304 from #10900-#10904 before running 

the cycle again 

 

• If the program is stopped and restarted during the first run the values in #10900-#10904 

would be over written with zero (reason for SHIFT F1 screen shot of MRZP value). 

 

• Before restarting a program that was stopped during the first run must have the MRZP 

Settings #300-#304 restored. 

 

• Use values from the screen shot or macro variables #10900-#10904 to manually restore 

the settings 

 

• Or run Restore MRZP Settings program O09300.nc to automatically restore the settings 

 



Restore MRZP Settings program O09300.nc  

 

O09300 

(RESTORE MRZP SETTINGS) 

G103 P1 

 

G167 P300 Q#10900 K10755 

G167 P301 Q#10901 K10755 

G167 P302 Q#10902 K10755 

G167 P303 Q#10903 K10755 

G167 P304 Q#10904 K10755 

 

G103 

M30 



Date:,9:17:24 

Time:,22:8 

SN#:, 120XXXX 

ARTIFACT#:, 3 

MRZP SETTINGS 

#300:,.0000 

#301:,.0000 

#302:,.0000 

#303:,.0000 

#304:,.0000 

#305:,8.6160 

ALIGNMENT +/-,.0002 

ALIGNMENT,ERROR:, .0001 

C AXIS TIR 

+/-:, .0400] 

B .000,C .000,Y -1.5918 

B .000,C .000,ERROR, .0000 

B .000,C 45.000,ERROR, .0003 

B .000,C 90.000,ERROR, -.0002 

B .000,C 135.000,ERROR, -.0012 

B .000,C 180.000,ERROR, -.0023 

B .000,C -135.000,ERROR, -.0030 

B .000,C -90.000,ERROR, -.0025 

B .000,C -45.000,ERROR, -.0010 

B AXIS B90 DEG / B-90 EVERY 10 DEG 

DPRNT. OUT  File sample  

 

Please contact Ernie Simmons with questions 

about setup and running test. 

 

 


