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‘MACHINE
TOOLS

VMCsi - Changing Tool Probe Measuring Axis

Parameter 51784 changes the axis used for tool diameter measurement.

510308 Door not locked, speed limited, axes rapid is blocked - Operator Message - DB2.DBX321.0
General machine data
4151781[3] $MNS_MEA_T_PROBE_THICKNESS Oinch im
51781[4] $MNS_MEA T _PROBE_THICKNESS Oinch im
51781[5] $MNS_MEA T_PROBE_THICKNESS Oinch im

51784[0]  [$MNS_J_MEA_T_PROBE_APPR_AX_DIR 2 im
51784[1]  $MNS_J MEA T PROBE_APPR AX DIR 2 im

5 Current
51784[2]  $MNS_J_MEA T PROBE_APPR AX_DIR -2 im HoiE
51784[3]  $MNS_J_MEA_T_PROBE_APPR_AX_DIR 7 im
51784[4]  $MNS_J_MEA_T_PROBE_APPR_AX_DIR 2 im sl
51784[5]  $MNS_J MEA T PROBE_APPR AX_DIR -2 im
51786 $MNS_J_ MEA T_PROBE_MEASURE_DIST 0.5inch im K?md
51840 $MNS GRIND FLINCTION MASK NH im
51784 J_MEA_T_PROBE_APPR_AX_DIR -
- Approach direction in the plane on the tool probe, for "Measure in JOG" DWORD Immediately Search
—— r T 3 Full
System Dimension Default value Minimum value Maximum value Protection Class screen
standard 6 -1,:1,-1,-1,-1... -2 2 715 |
Description Approach direction in the plane on the tool probe, for "Measure in JOG" Follow
=-2 negative direction 2nd measuring axis reference
=-1 negative direction 1st measuring axis
=0 or 1 positive direction 1st measuring axis K
= 2 psoitive direction 2nd measuring axis Back to
reference
51786 J_MEA_T_PROBE_MEASURE_DIST :
mm Measur. path for tool measurem. w. stationary spindle, for "Measure in JOG" DOUBLE Immediately | Exit
Help
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VMCsi - Changing Tool Probe M..

Step 1 — Understanding Parameter 51784

Guide ID: 261 - Draft: 2025-04-03

510308

Doar not locked, speed imited, axes rapid s bocked - Operator Message - DA2.D8X321.0

General machine data
CAls178103)

$MNS_MEA_T_PROBE_THICKNESS
$MNS_MEA_T_PROBE_THICKNESS
$MNS_MEA T PROBE_THICKMESS

[$MNS_J_MEA_T_PROBE_APPR_AX_DIR

$MNS_)_MEA_T_PROBE_APPR_AX_DIR
$MNS_J_MEA_T_PROBE_APPR_AX_DIR
$MNS_J_MEA_T_PROBE_APPR_AX_DIR
$SMNS_J_MEA_T_PROBE_APPR_AX_DIR
$MNS_)_MEA_T_PROBE_APPR_AX_DIR
$MNS_J_MEA_T_PROBE_MEASURE_DIST

® Parameter 51784[0] through [5] controls the axis and direction used for tool diameter
measurement. By default, it is set to -2, meaning the machine measures from the Y-axis in the

negative direction (table forward).

® -2 — Y-axis negative (table moves forward, probe hit from the back)

® -1 — X-axis negative (probe hit from the right side)

® 1 — X-axis positive (probe hit from the left side) Not recommended, as large tools can damage

the probe.

® 2 — Y-axis positive (table moves away, probe hit from the front)
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Step 2 — Changing Parameter 51784[0] through [5]

@ Set Manufacture Password.

510308 Door not locked, speed limited, axes rapid is blocked - Operator Message - DB2.DBX321.0

® (o to [Setup] — [Mach Data] —
[General MD] — [Search] —

General machine data
| _7151781[3]  $MNS_MEA T_PROBE_THICKNESS
$MNS_MEA_T_PROBE_THICKNESS

im

SMNS_MEA_T_PROBE_THICKNESS im
SMINS_J_MEA_T_PROBE_APPR_AX_DIR im
SMNS_J_MEA_T_PROBE_APPR_AX_DIR im 51 784
SMINS_J_MEA_T_PROBE_APPR_AX_DIR im
SMNS_J_MEA_T_PROBE_APPR_AX_DIR m
SMNS_J_MEA_T_PROBE_APPR_AX_DIR im
$MNS_J_MEA_T_PROBE_APPR_AX_DIR m () Locate 51 784[0] th roug h [5] and
SMNS_J_MEA_T_PROBE_MEASURE_DIST im
$MNS_GRIND_FUNCTION_MASK im . . .
$MNS_CAS_ACCES_LEVEL im 5;‘"'('3” m0d|fy a" SIX Va|UeS tO the deS| red
$MNS_CAS_ACCES_LEVEL im acive(e
SMNS_CAS_ACCES_LEVEL - Reset R S
$MNS_CAS_ACCES_LEVEL im w " settin g fro m Ste p 1 .
$MNS_CAS_ACCES_LEVEL im .
$MNS_CAS_ACCES_LEVEL im
s e » | = | @ The updated values take effect
im

l 51900[7]  $MNS_CAS_ACCES_LEVEL

;/Z\ Approach direction in the plane on the tool probe, for "Measure in JOG" =,

General Channel s User .
3 - EEEREN 3 |

immediately and no resets or
restarts are required.

Drive
parameter

Infeed
parameter

Control Unit
parameter
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