
How To Manufacture a Ring Head 
Step 1: Install the Head Base Fixture 

 

Step 2: Select the Head Base fixture in MachineWizard...notice it sets the 
Fixture Offset "Other" 

�



 

Step 3: Run the Rod Clamp...Head Base calibration from the Fixture menu.  
NOTE:  You must have first set the calibration location over the rotary axis 
bolt by selecting "Set Cal Location".   You only need to do this one 
time...ever!  Watch to make sure everything is touching off correctly.  Do 
not have the 2 aluminum sleeves in the rod clamp when calibrating.�
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Step 4: Insert a piece of wax rod into the Rod Clamp fixture mounted in the 
Head Base.  Install the roughing tool you want to use, run Tool Detection 
and then from the Jog menu, move to XY Origin.  This should put you over 
the center of the vertical wax rod.  Using the Z Axis Jog button, move the 
tool down until it just touches the top of the wax.�
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Step 5:  Run ProtoWizard, select Jewelry Builder...Head Wizard �
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Step 6: From the Part tab, select the file.  Then click on Head Setup.  
While your MachineWizard is sitting on the top of the wax, get the Z Axis 
number and set the Head Startup Centerline Offset 1mm below the Z Axis 
number in MachineWizard.  This will make sure we have enough wax to 
remove a little from the Top. 
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Step 7: From the Operation tab, select Multi Sided.  Select your roughing 
tool.  Set the finish to coarse, Max. Depth of Cut to 4.0, and Finish Stock 
Allowance to 0.50.  Since this is the top down roughing operation, give it a 
name like Top Rough. 
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Step 8: From the Boundary page, select circular, set the diameter to 1mm 
larger than the wax rod you are using.  ProtoWizard 4.0.7 and higher 
changes the Minimum Z to be 4 mm less than the bottom of the part.  For 
example, if the Minimum Part Z was -5.56, PW makes it -9.96.  You can 
override this manually.  This causes the Top down roughing to clear out all 
the excess material...see photo. NOTE: Make sure your tool can cut this 
deep without hitting the shank of the tool. 
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Step 9: Save this operation in Program 1 

 

Step 10: Start another Multi Sided operation.  Select the Finish tool such 
as a 10 degree, 0.005 conical.  Leave all the default parameter the same 
but change the description to Top Finish.  From the Boundary page, use 
the defaults as shown...�
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Step 11: Save this operation in Program 2 

 



Step 12: Select Rotary from the operations.  Select the finish tool again.  
Use all the default parameters.  From the Boundary page, change the 
Outside diameter and the Inside diameter to fit the part.  Remember the 
inside diameter is what is going to keep the head attached to the wax... 
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Step 13: Save this Operation in Program 3.  You operation list should look 
similar to below...�
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Step 14: Calculate...  Each of the 3 operation should look like below...�
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Step 15:  Go to the Generate tab and Create Machine Programs... 

 

Step 16:  Since we have already installed the roughing tool and run the 
tool detection, run the roughing program...Program 1  You should be in 
fixture offset Other and the Head Base fixture us selected. 
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After roughing, the part should look like the below picture... 

 

Step 17: Change to the Finish tool, run tool detection and run Program 2.  
Now the top detail should be clear... 

 

Step 18: Put the Probe tip back into the Spindle and move the Rod Clamp 
fixture to the Rotary Axis. 



 

Step 19:  In MachineWizard, change the fixture to the Rod clamp 
fixture...notice the Fixture Offsets cahnged to rotary.�
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Step 20:  Run the Rod Clamp, Rotary calibration from the Fixture menu.�
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Step 21:  Install the finish rotary tool into the spindle, run tool detection and 
then run Program 3 to cut the rotary of the head. 
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Now the head should be complete! 

 

 

PLEASE NOTE:  Instead of running a Rotary operation for Program 3, you 
could run a Multi Sided (in the Rotary Position) and run 4 sided or however 
many you need to get the part out. 
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