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Introduction
The aim of this training guide is to show you how to set the 8 tools included in the

Comprehensive Tooling Package for the 8 Station Turret on the Turn 270 and the Turn 370

This guide makes use of screen shots where possible and will use the following conventions:

Instructions will be in this format

Any software buttons to be pressed, a picture of the button will follow the instruction

This guide assumes that your software has already been installed and your machine has

been commissioned.

If any of the features described in this manual are not operating as described please check

that the version number you are using is the same as that shown on the front cover.

Version is written on the title bar of the main software window.

Denford provide machine training and it is recommended that you undertake the training

and use this guide as a revision guide after completion of the machine training.



VR CNC Turning
Loading the Tooling
Click the "Tooling" button

On the taskbar at the top of the VR CNC Turning software the 2nd option will have changed

to read "Tooling".

Select >Tooling >Open



Select the "Default" tooling file

Click the "Open" button

Tooling Window
The tooling panel shown below should now have all 8 tools in the correct order, the tooling

panel is accessed using the "Tooling" button.
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Tool 6
Centre Drill

Lathe Tooling
Below are the numbers of the tools and their description:

Tool 1
Right Hand Turning

Tool 2
Right Hand Boring Bar

Tool 3
Left Hand Turning

Tool 4
Drill Large (10mm)

Tool 5
Right Hand External Threading

Tool 7
Right Hand Grooving / Parting

Tool 8
Drill Small (5mm)



QuickTURN 2D Design
Load Tooling File
Having set up the tools in VR CNC Turning it is important to set the tools in the CAM

package (QuickTURN 2D Design) to match.

The instructions below will show you how to set up the tools in QuickTURN 2D Design.

On the taskbar select >Options >Load / Save Tooling + Materials ...

Click on either the Turn 270_Tooling, the Turn 270Pro_Tooling, or the Turn

370Pro_Tooling

Click the "Apply" button

Your tools are now set in the CAM software, time to set the tool offsets in the Lathe.



Machine Tooling
This is where we can check which tools QuickTURN 2D thinks are fitted to the lathe, if they

differ from the tools that are fitted then you will have problems machining parts and will

break tools.

Go to the toolbar and select Options> Machine Tooling

The window shown below will appear, and the tools should be set up as shown.

As you have loaded one of the preset tooling files, your tools should be in the right order.

Click the "OK" button



VR CNC Turning
Having told VR CNC Turning and QuickTURN 2D which tools are fitted in the lathe we now

need to set the offsets of the tools in VR CNC Turning.

When first connecting to the lathe and homing the axis the turret will automatically index

round to tool 1, we will set this first.

Tool 1
The Right Hand Turning tool should be set first using the "Offsets" button to open the Offsets

Window.

Click the "Offsets" button

The Offsets window shown below will appear.

X Offset
The diameter of the bar is the X axis, we set this first.
With the spindle turned on, remove a small amount of material from the bar

Set the feedrate and spindle speeds to settings appropriate for the material in the

chuck

For aluminium I find a feedrate of 150mm/min and spindle speed of 3000rpm works for

me when removing less than 0.5mm from the billet.



Move the tool to the right (Z axis) so that it is not touching the bar, and stop the spindle

When the door unlocks, measure the bar diameter and click the "X offset" button

Enter the diameter and click the "OK" button

Z Offset
The length of the bar is the Z axis, Z=0 is the right hand side of the bar.

If wanting to use a 50mm bar I allow 65mm to stick out from the chuck as a safe margin

and to prevent hitting the chuck when using Tool 3 (the tip of tool 3 is 15mm to the right of

the side of the toolpost closest to the chuck).

With the spindle turned on, face off the bar.

Move the tool up (X axis) so that it is not touching the bar, and stop the spindle

Click the "Z offset" button

Enter Clearance=0, and click the "OK" button

Rename the Offset
I find it easier to set up a new job if my offsets refer to the length of bar sticking out from the

chuck, the active offset will have a red tick to the left of its name.

To rename the offset follow the instructions below:

Right click on the offset you wish to rename

Select "Edit"

Type the name for this offset and the "Enter" key on your keyboard

Close the Offset Window
Having set the X and Y offset for tool 1 we no longer need the offset window to be open.

Click the "Offset" button to close the window



Setting Up Tools 2 to 8
Tools 2 to 8 take their offsets from tool 1 and are set under the Tooling window.

Click the "Tooling" button

The window shown below will appear:

Tool 2
Click the "Tool 2" button

Click the "Change Tool" button

The lathe will now perform a tool change to tool 2, which is the boring bar.

As the boring bar is for internal work and we have a solid bar fitted in the chuck we can only

set the Z offset, we will come back to the X offset later.

Z Offset
Touch the boring bar on the end of the billet where we faced off with Tool 1

Click the "Z offset" button

Enter Clearance=0, and click the "OK" button



Tool 3
Change to Tool 3

This is a turning tool like tool 1, but on this tool the tip points to the right instead of the left.

We will set the X offset first.

X Offset
The diameter of the bar is the X axis, we set this first.

With the spindle turned on, remove a small amount of material from the bar

When the door unlocks, measure the bar diameter and click the "X offset" button

Enter the diameter and click the "OK" button

Z Offset
With the spindle turned off and without moving the X axis you want to line the tip of the

tool with face of the billet

Click the "Z offset" button

Enter Clearance=0, and click the "OK" button



Tool 4
Change to Tool 4

This is a 10mm drill.

We will set the X offset first.

X Offset
With the spindle turned off, move the drill into position until it touches the billet

When the door unlocks, measure the bar and the drill diameter and click the "X offset"

button

Enter the diameter and click the "OK" button

Z Offset
With the spindle turned off and without moving the X axis you want to line the tip of the

tool with face of the billet

Click the "Z offset" button

Enter Clearance=0, and click the "OK" button



Tool 5
Change to Tool 5

This is an external threading tool.

We will set the X offset first.

X Offset
With the spindle turned on, remove a small amount of material from the bar

When the door unlocks, measure the bar diameter and click the "X offset" button

Enter the diameter and click the "OK" button

Z Offset
With the spindle turned off and without moving the X axis you want to line the tip of the

tool with face of the billet

Click the "Z offset" button

Enter Clearance=0, and click the "OK" button



Tool 6
Change to Tool 6

This is a 5mm centre drill.

We will set the X offset first.

X Offset
With the spindle turned off, move the drill into position until it touches the billet

When the door unlocks, measure the bar and the drill diameter and click the "X offset"

button

Enter the diameter and click the "OK" button

Z Offset
With the spindle turned off and without moving the X axis you want to line the tip of the

tool with face of the billet

Click the "Z offset" button

Enter Clearance=0, and click the "OK" button



Tool 7
Change to Tool 7

This is grooving / parting tool.

We will set the X offset first.

X Offset
With the spindle turned on, remove a small amount of material from the bar

When the door unlocks, measure the bar diameter and click the "X offset" button

Enter the diameter and click the "OK" button

Z Offset
With the spindle turned off and without moving the X axis you want to line the tip of the

tool with face of the billet

Click the "Z offset" button

Enter Clearance=0, and click the "OK" button



Tool 8
Change to Tool 8

This is a 5mm drill.

We will set the X offset first.

X Offset
With the spindle turned off, move the drill into position until it touches the billet

When the door unlocks, measure the bar and the drill diameter and click the "X offset"

button

Enter the diameter and click the "OK" button

Z Offset
With the spindle turned off and without moving the X axis you want to line the tip of the

tool with face of the billet

Click the "Z offset" button

Enter Clearance=0, and click the "OK" button



Tool 2
As we did not want to move the billet from the chuck before setting the Z offset on all 8 tools

we were unable to set the X offset for the boring bar earlier.

Remove the billet from the chuck and fit a peice of tube

Change to Tool 3

X Offset
With the spindle turned on, remove a small amount of material from the inside of the

tube

When the door unlocks, measure the internal diameter click the "X offset" button

Enter the diameter and click the "OK" button

All Tool Offsets Complete
Having set all 8 tool offsets you can now close the Tooling Window.

Click the "Tooling" button to close the window.

Your lathe is now setup and ready to use, design a part in QuickTURN 2D and use VR CNC

Turning to machine it.
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