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FAST END MILL RE-SHARPENING
GH-413 / GH-1225

 GH-413EFU SRS |

ZL 200720150355. 4
ZL 200720140706.3
JapansE3138310%%
M321829%%
M325182%%
US7,473,163B1 %%
Nr 202007015258. 2

4 Flutes 3 Flutes 2 Flutes E/Unit: cm
Patent M321829

B3R Model  HESEE Capacity = fSi& Motor / ¥5& Speed | E& Weight B8RRI LXWXH

GH-413 4mm-13mm | 450w [ 6000 rpm | 17kgs | 310x260 x 290
GH-1225 = 12mm - 25mm 1000w / 4500rpm | 30kgs 360 x 290 x 340
par )= wiEERe® %A 200 SEBE 30°
Axial angles Third angle 6 ° Primary angle 20 ° Second angle 30°
=R AC 110V / AC 220V 50/ 60 HZ
Power

EERT STANDARD ACCESSORIES XSDC#E#Hil5 H (Carbide) CBNS#E = FH(High Speed)

BRIR  Cable T SET
PRIERR  Fuse | 2PCS
J\BIRF  Hex. keywrench | 1 PCS 4mm _
GH-413 SDC300# (4mm~—5mm, carbide end mill) Carbide
) GH-413 SDC300# (6mm—13mm, carbide end mill) Carbide
MEDE Diamondwheel | o 1505 cBN150# (12mm~25mm, High Speed end mill HSS
| GH-1225 SDC150# (12mm~—25mm, carbide end mill) Carbide
REE ER chuck | 2, 4flutes chuck *1 set 3 flutes chuck *1 set
[EES ER collet . GH-413 4 —~ 13mm(10pcs) / GH-1225 12,16,18,20,22,25mm(6pcs)

. /./—-.:‘;.i’.S{' F
VO rr:-a:-fﬁ‘f?.ﬂﬂ.f?f?
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for 2 and 4 Flute End Mill = mE

for 3 Flute End Mill

Y5RlECHF OPTION ACCESSORIES

GH-413 CBN300# (4mm~5mm, High Speed end mill) HSS

GH-413 CBN270# (6Bmm~13mm, High Speed end mill) HSS o
GH-413 CBN270# (4mm-13mm, High Speed end mill) 2 flutes HSS
GH-413 SDC300# (4mm-~13mm, carbide end mill) 2 flutes Carbide
GH-1225 CBN150# (12mm-~25mm, High Speed end mill) 2 flutes HSS
GH-1225 SDC150# (12mm~—25mm, carbide end mill) 2 flutes Carbide

ERWEy Diamond wheel



PRI | OPERATIONS
" RSt DB AR B Bt D" 2488 Setup the end mill to the ER collet holder

* 55k PR 2.3.4. 2% - "REE"

1 ERERS ) EERDE » BEEEEZERETEE -

2 BRI EE BB A\ RE I EFEEE -

3.BORABRA » TRLHI35mmES -

4 RpIERU BRI BN Y]  IAKEEERETT - BUEETRIIEN -

* Please follow steps 1, 2,3,4 to set up the end mill to the holder (without
tightening).

1. Determine diameter and flute of your end mill, and then select the proper
collet and collet holder.

2. Insert collet into collet holder and tighten nut slightly.

3: Lns&rt end mill into collet holder and nuts out 35mm or so from the collet

older.

4. Place the flute with edge over center point and have it to be parallel with

the benchmark notch.

EALEE ENTRIR
Alignment Base Alignment Block

2. BRE# A 20°
NO.2 FOR SCREW RADIAL
ANGLE 20°

A Magnified Pt 3. THA 6LEERI, ——
g%g%g@@?ﬂﬁﬁﬁﬁ — o
B | W 7 : - \
7y N O3 FOR CUTING | BIEREL -NO.I Align end mill - NO.|
Fixed Block 2 . g *EREREUJBEERY » (EIEELRDEHR  EEERZE R @B 10mmENZ
{Harden treatment to protect ) ,',-:_"'"J z - : SHAPED HOLE ALLOWS gl - EREEE10 mm)
the alignment base) ' : HOLDER UNIT TO MOVE *Set alignment knob to the prpoer number according to the diameter of the end
P N\ ON AXIS TO GRIND ALL mill. (e.x. End mill dia. 10mm, set the scale to 10 mm.)
S ) ; N SURFACE OF END MILL. benchmark m:vt_ch_la EHEHE (benchmark notch) 8
r : ol W, wilm a
o b el bSM’?’Dﬂ’Eﬁ’ g g . k g E
ERE | N N H y |[af
Alignment Knob 1. fifit KER 30° / gg_ = E%
NO.1 FOR END MILL 7 (2 flute) =70 (3 flute) < 1977 (4 flute) =

Rl BLOT ANGE G * \HRIWD0ME B T2 BRI -

*The flute with edge over center point should be parallel with the benchmaﬂ\y

I mE=tt NO2 Algn end mil-NO2
S e il 5 1AGERSEELIEEER | SIAETENTRE - =BIERE N -
iffE2 3RA7)imEET] » ¥ ﬂi ZIRF WRRERE - AEEE 2 SRR BRSRIE A BAE TR « REHAETIEEIE - BB
GH413- 4-13mm,GH1225-12-25mm 70 - PIER BRSO e EEEFEIEIRALE -
i = i 3 o i 3.ERIFIELAERFIETS O (EEE - 788 JEFaT R « LULIFE S N - AR RiERREn
For End MI“. Re slharpenl_ng,l 2.3 e'md 4 Flutes Precision, Efficiency, Easy Operation, Short T e ik s T T s e MR i
Processing Time, Grinding Diameter from GH413- 4-13mm,GH1225-12-25mm.

1. Point holder's benchmark notch at triangle mark of alignment base and insert it
to the base.

2. Loosen holder, lower the holder to the base, and screw the nut clockwise. At the
same time, rotate the flute with edge over center point clockwise until it touches
the alignment block.

3. Tighten the ER nut until the end mill is supported but free to turn. Pull out the
holder counterclockwise, tighten up the holder after confirmed the flute is
parallel with the notch. If it's not parallel, please repeat the alignment steps. The

1.50E  SLEMEBRE(EE) » I3
EWR -
High Efficiency, High Quality Grinding
Slip, Good Grinding Results.
2.mBRE 0.02mm ¢

benchmark notch.

End Mill D Quality Assurance: 0.02mm.
— 3B  HERNSERR » RiX - — —
Easy Operation, and Fast for Conve- m JORECDE Primary edge re-sharpening A
w nience. p—
= 5
2 \ e 2. EREEAH EEAEENE R EEENO. 1 Z TAESLZ 1S -
No.2 20° 7No.36° 3. SEEEDW - BISHERETRRL -
4, BET—ET]7) » LEE Dt EEF - —EERTEIIRETHRL -
1. Switch on machine.
2. Point ER holder at the notch of primary edge re-sharpening port NO.1.
No.1 30 3. Insert the holder into the port NO.1 with a slight push motion for grinding.
’ 4. Change to another flute, repeat the above steps until the sharpening for all flutes'
edges is complete.
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@ Shank D 2 Flutes 3 Flutes 4 Flutes ﬂ ﬁ



m ﬂnxu‘ﬁﬂ“ﬁ Relief settlngs \

T JOEEA » 58 4mm 7N EIRF R ORRERENO. 1 R RIS -

.IEE%EFI‘] )E’fiﬁ?ﬂﬂ:&ﬂ[ﬂ‘fﬁ  PESESE (—) SRIOWE - SBATE
chdi?&@ﬁiﬁ%ﬂl]ﬁl &

1. If the relief needs to be adjusted, please use provided 4mm hex. wrench to loosen the
screws in the sharpener NO.1.

2. Rotate clockwise (+) to increase, rotate counterclockwise (—) to decrease. Tighten
after relief setting.

W &P ABMEELDHEI-1(47)) Secondary clearance angle sharpening -| (for 4 flutesjj N

BiERENAE
(far 4 fiute)

e

‘-—4

.

| AEERFAEHIEIZHRGE » B AERUBERBEEENO. 2 2 S LS, » SEETHE I8 5 A LB PG
A S bR = AR R ] -

2 FEERIZEENHIAE T —ERME 2 #FM - WEE CREF - —EZIFTERR AR
FERRLE -

1. Pointing ER holder at screw secondary clearance angle sharpening port NO.2, insert it
inta the port with a slight push motion to sharpen until grinding noise disappears.

2. Change to another flute, repeat the above steps until the sharpening for all flutes'
edges is complete,

ﬁEIlﬁﬁ%Iiﬂtl Eﬁﬂ%ﬁﬁ[ﬂﬁl
{For 2 flute) ifar 3 flute)

s
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m EHEBMELDHEI-2 (2~ 37)) Secondary clearance angle sharpening -2 (for 2and 3 ﬂutes\

| EEE_HE=T%FEREER  IRRREEEHG . T RIERER BT
E_7E=7)ELBEETE » — Dt )Y CEESRETIIE » =70k
NAEARREERTEENBNEEREIESE - (Bul070) B -

2 TR AT (E ) RS BAMA TS -

1. If you need to sharpen the secondary clearance angle completely, loosen the
screws in the secondary clearance angle port, and then rotate left and right
repeatedly for clearance.

Attn: The rotation ranges for 2 flutes and 3 flutes are different. For 2 flutes, rotate
the holder left and right in whole rotation; for 3 flutes, on the sharpening port

NO.2, rotate the benchmark notch side only.
2. The grinding should start from the flute pointed at the benchmark notch. Vs

m J7DFREELDHl End gash sharpening — \\

1.ﬁ%;%ﬁﬂﬂﬁﬂﬁ@ﬁcﬂZMENO.BZEﬂﬁ%%?\ v BT AT R BN TR 12
STEE -

RRIVDAETLS - BUEFRERREM - EFRCERENEEREA -
z,gﬁﬁﬁﬂﬁﬁiﬁ  BET—ERARDILER DSt - —BEEIIMERN
3 HUBERRRHE - BEERMKINEES TN -

1. Pointing ER holder at upper screw of end gash sharpening port NO.3, insert it into the
port with a slight push motion, For precise and average grinding, hold tight the upper
part of the ER holder with one hand and move the lower port at both sides with
another hand to sharpen until grinding noise disappears.

2. Take out the holder with end mill and change to another flute, repeat the above steps

until the sharpening for all flutes' end gashes is complete,
3. Take out the end mill from the holder and inspect it. //

___________________________

" ENpRE Removnng the wheel cover

o

IEEHIREIRRLIERES -
2.BBEAnmIIN B FEE DS CEREC =S R R FES O RSN -

1. Unplug the machine.
2. Loosen the three screws in the wheel cover counterclockwise with 4mm Allen key.
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1B EF% o ﬁﬁ]ﬁﬂ%i‘ﬁ%xaﬁﬁﬁ@ BREMSERERTER -
2 E5BIERRER  FEHEIDHEE - TR BECEESBTER -

1. Make sure the temperature of the wheel goes down to normal temperature.

2. Open the upper cover, clean the grinding dust with pressurized air and wipe outside
with dry cloth.

W FEWmwm2H Removmg the washer

———
"‘h-.kh_% i

/k L

1LUEFEENE - EFBEInm BIRFURKESOEE -
2 EFEWRERS - TS 4ammIR R B EIREEE B UE -
3 FiE M 2 BRI -

1. Hold the wheel with left hand and loosen the screw counterclockwise with 4mm Allen
key with right hand
2. Take out the black washer.

S

m mﬁm Replacmg the wheel

3. Take out the wheel from the motor hub slightly. 4

1. BBIRAHTIER -
2. BEN W EER - WM PR RIERE - Bl -
* BETEEEET  MRETRSENEHES - MPSY@aUE -

1. Take a new proper wheel.
2. To re-install the wheel, reverse steps taken to remove wheel.

* The motor hub is very precise, it will be damaged by excessive force and affect the
position of wheel acccordingly,

.

B HIE  Caution

1 ERTARESMERD I E - Sllmi I EREER

1. Determine the material of end mill before grinding. Please use SDC

SDCEENE - EVERSEMREET) - IS mERR diamond wheel for carbide end mill; please use CBN diamond wheel for
CBNIEE e - HSS end mill.
2 iSRBET e RINEE N E - GH-413 /12259 2. Determine the flute of the end mill and use the proper collet holder;

iRz, 3. 4. DiwEnd -

3wt RS R RS SRR - RERIT—IR

PRAE{IETE -

ATHWSIERERABERRE—F (EEEHRUERN)
SN EERFR - BIEERNSERFE -

5 A4 ~5mmiR)] - ERMREE

HhRIEES -

6. FHERIFFRIESEEE 1) -

GH-413 / 1225 is suitable for 2, 3, and 4 flute end mill.

EEES 3. Aligning end mill is the most impartant among the steps, make sure to

complete this step before grinding.
4. This machine is guaranteed far one year under normal operation

(expendable parts and wheels are exceptions), please inform the serial
no. when the machine needs ta be repaired.

B R CR » B2 5. For end mill 4—~5mm, be sure to use a very slight push motion while

grinding the primary edge due the outer diameter of wheel is smaller.
6. The motor cannot run continuously over 1 hour.

6 S



i PRI

FAST DRILL RE-SHARPENING

i BRI

FEAST DRILL RE-SHARPENING

Divi-213

M 279443

?

1. %ﬁdsmﬁﬁjﬁﬁ}ﬂ{m iﬁﬁ : ﬁtﬁfﬁﬂ%ﬂsz)ﬁﬁﬁ .
2. Bamm N BIRF S RFET SR R(B3) 56 -

3 BERFETHE - BSEsE LT -

4. EHIER2)ED » WASIER(B1)IHE -

1. Loosen the side knob (B1) and open the side cover (B2).

2. Use a 4mm hexagon wrench to loosen the screw (B3), unscrew it
counter clockwise.

3. Replace with a new diamond grinding wheel and tighten the
screw after the wheel is installed.

4. Be sure to close the side cover (B2) properly and to fasten the side
knob (B1).

R | Attention:
1. BETIREAR(B3)AREE - mﬁ(sz}iﬁﬁmﬁiﬂ B1)ARIEFA] + T
OEERITRA  LERLERE

2 AMESENERN  WEEREEDHIFNIEEENE - LURE
BEABRZZE -

Please DO NOT switch on the machine BEFORE

(1) The diamond wheel screw (B3) is tightly screwed.

(2) The side cover (B2) is properly closed.

(3) The right knob (B1) is fully fastened.

1. Incase of any hazard occurring, please make sure that the above
measures are followed strictly.

2. The machine has an automatic Power-off device to ensure
operator’s safety. Power supply will be cut-off immediately when
the cover is opened.

DM-2135F) 3RS
7L 200520111362..4

Nr- 2020080094437

E@ Q‘BL

Ganid i FEE

Counterclockwise drills

EVINEIS] patented Featue

1. SRR -
2, SRR ENET R BRI -
3. TTERHAEE -

1. Double-bearing grinding unit (reduces wear).
2. Drill tightened design with bearing device.
3. Adjustable trimming angle.

RERT

DM-213

1. ERE# 2.5mm-13mm(12pcs).

2. CBNISTETVEE #200x1 PCS (BiREERIEEM).
3. 7\EH=F 4mm , 5mm & 1 PCS

Standard Accesse

1. ER Collets, 2.5mm-13mm (12pcs).
2. CBN Dimand wheel #200x1 PCS ( High Speed drill).
3. 4mm, 5mm Hexagon (Hex.) wrench x 1 pc each.

S TRB
DM-213

1. SDCIBEIVER #400 (ISSHSATES ).

2. CBNSETIER #400 (E&H 4mm LITER).
3. EREIZE 3.5mm—12.5mm({10pcs).

Optional Accessor

1. SDC #400 Diamond wheel (carbide drill).
2. CBN #400 Diamond wheel (< 4mm, High Speed drill).
3. ER Collets, 3.5—12.5mm (10pcs).

DM 1226

Efil:mm
il Model DM-213 / FG-213L
Drill Diameter 2mm-13 mm
Point Angle 85°~ 140°
Power Supply | AC110/AC220 50 / 60HZ
Motor 0w
R.P.M 6000 RPM
Weight 10 kg
LXWXH 305x172 x 180

1. vaaﬁmﬁ?ﬁ(m)ﬁﬂa ' ﬂIH%fEﬂE(BZ)ﬂE a
2. FBamm BRI W RE T QSRR (B3) R0 -
3. BRI - BiISIRREE RN -

4, {8 RIE(B2) BT » MEHEB1)EHEE -

1. Loosen the side knob (B1) and open the side cover (B2).

2. Use a 4mm hexagon wrench to loosen the screw (B3), unscrew it
counter clockwise.

3. Replace with a new diamond grinding wheel and tighten the
screw after the wheel is installed.

4. Be sure to close the side cover (B2) properly and to fasten the side
knob (B1).

FE | Attention:
1. EEMIRIREI)FIEEE » BIZEE)FESMEHE)FEER &~
OIERIRTIRE - IEBEEE -

2 AHERETHERM  DREEEMRANMEEER  DURSE
BRIEABZZGE -

Please DO NOT switch on the machine BEFORE

(1) The diamond wheel screw (B3] is tightly screwed.

(2) The side cover (B2) is properly closed.

(3) The right knob (B1) is fully fastened.

1. Incase of any hazard occurring, please make sure that the above
measures are followed strictly.

2. The machine has an automatic power-off device to ensure
operator's safety. Power supply will be cut-off immediately when
the cover is opened.

DM-320

L1
DRILL RESHARPENER

S
g

e

\—

E-VUIEIS] Patented Featt _

S RAGEE
. IRCHHRERETRETH R -
. I ARPEARE -
1. Double-bearing grinding unit (reduces wear).
2. Drill tightened design with bearing device.
3. Adjustable trimming angle.

w M -

p[ed Standard Access
DM-1226
. ERfE% 12mm-26mm(15pcs).

1
2. CBNSERMR #150x1 PCS (BiRMMEEA)
3. 7 VAREF Amm,6mm & 1 PCS

1. ER Collets, 12mm-26mm (15 pcs).
2. CBN Dimand wheel #150x1 PCS (High Speed drill}.
3. 4mm, 6mm Hexagon (Hex.) wrench x 1 pc each.

DM-320

1.ERRFEImm-20mm(18pcs)
2.CBNIETai R #150% 1 PCS(S X RBIEEA)
3.5 A F4mm, 6mmE 1 PCS

1.ER collet,3mm-20mm(18pcs)

2.CBN Dimand wheel#150*1 PCS(High Speed drill).
3. 4mm, 6mm Hexagon (Hex.) wrench x 1 pc each.

YN
DM-1226

1. SDCEGME #200 ERMLEEEMA).
2. ERFEIFZE 8—11mm, 27—~30mm (8 pcs).

1. SDC #200 Diamond wheel (carbide drill}.
2. ER Collets, 8—11mm, 27—30mm (8 pcs).

Optional Accessor

DM-320
1.SDCHERE MR #200(3R 3508 )

1.5SDC#200 Diamond wheel (carbide drill).

B0 mm

BUER Model bOM-1226 DM-320

FRE#EE  Drill Diameter 12 mm - 26 mm 3 mm - 20 mm

SLUEEIE  Point Angle 85°~ 140° 85°~ 140°
(@ PowerSupply | ACI10/AC22050/60HZ | ACI10/AC22050/60HZ

RiE Motor 450 W 450 W

BE RPM 4000 RPM 4300 RPM

=8 Weight 25 kg 21kg

BERYT LXWXH 470x260x235 | 480x 260 x 240




| ﬁﬂﬁiﬁgﬂﬂﬂgﬁﬁgﬁ Procedures for changing the grinding wheel

| BATETEEEE - BEEGR(C

Z.ﬁ%uﬁﬁﬂéui@”%ﬁmlﬁIL¥WP§(8)

3WEEREAERN « TEREFIZSmmES » BERTHEE -

4. BFRIBAEABRQIEABIGERIS(E) AR EEIHAIRITEIET A IES -

5.5 ESBENSE Y S BRI R E(E(H) -

1. Choose the collect accordingly to the drill diameter.

2. Slot the chosen collet holder (B) at an appropriate angle.

3. Insert the drill into the connected collet and collet holder set, leave a 35mm extension of the
drilt original body length, but do not tightened the drill too tight.

4. Connect the collet nut (A) to the unit of collet (C} which is locked to the collet holder (B), and tighten the set, yet make sure the drill is not
firmly tightened, but still able to be tumed.

. 5. Complete the above steps, so the collet chuck set (H) is ready for drilling. _/
.\‘I\'_' — — — — — E— B — — —
P

=

BIERERAEENRL Setting the drill length and position its movement for drilling .. . \

1 ﬁﬁﬁ&]&m CEAWIERBOTHEREMELEERT -

2HBERIEHA() - RARERERE(CQ)A - THSEHRAMIBRA -

AGERREBME) B BIEBERTEN - ASEHEnERESEEEMENSLE -

4 ERIZNE() B GRS GHEEE R E o

5 ASERZE R AREY AR IRER T) D MERK R MRS 1T » NIFBTFITRERHRE—X °

6.8  EEETERYI/4 - HEBIEEA - 2m/m.

1. Reset the scale ring (C1): Tum the ring all the way clockwise, and then turn it anti-clockwise to the required
drilling size indicated on C1.

2. Insert collet chuck set (see 1) into preset length bracket (C2) and make sure the pin is locked to the slot.

3. Turn the collet chuck set clockwise until it touches against the pin (see 2), and turn the drill clockwise till it ——
touches against the drill cutting edge. P ard 1 the A5, then e i th
4. Screw the ER collet holder (see 3) clockwise to tighten the drill. e st det silhhehioc

AEEEER
Tuirn it right tighth

% 6. Attention: For used drill, with less than 1/4 (three quarters) of its original length left, it is advisable 1o adjust the 1--2Zmm scale up on the Scale Ring.

5. Take out the collet chuck set to check if the drill cutting edge is parallel to the slot of ER clamping nut. If i€ not parallel, please repeat the above stei/

N -

mﬂﬁiﬁﬂﬁiﬂﬁ Point angle grinding for dfrill

1ISERZERR () BE AR BAERE - S EMERET I -

2 {EERIEEHE 2 FB0E( 2 TaT BRI - WLERFIE - WISES R irss e E s -
3 AZERTFESHUHIZ 1 80° AR a1 2 S BB IRE— 2T » BIOISER A A& STin A Z iR
1. Insert the collet chuck set into Paint Angle Bracket (see 1), and set the slot into the pin.

2. Make the collet chuck set touching the wheel lightly (see 2 ), turn clockwise and reverse until the
grinding sound disappears.

the two drill chisel edge angles. o mm,ammugm“\

the gnnding sound dsappears.

.

3. Take out the collet chuck set, rotate it 180 degree, and repeat step 1 and 2 to finish the grinding 10r R ET S - J

——
— s

l. ' - SBERRINESEETREE Center point trimming grinding for drill E“f*ﬁ”‘ﬁﬁ?f%w

1. ASERFEEAH () B R AR UGG BENR, -

2. HERTEEME I MR E N EEE - MG IEES S E ST -

3. S ERAZE N H§E 1807k Eil 1 .2 SIS BIE— AT -

1. Insert collet chuck set (see 1) into the grinding unit and insert the slot into the pin (see 2).

2. Place collet chuck set (see 1) upright and insert it into the top bracket to lightly touch the wheel. \ i
Turn it clockwise and reverse until grinding noise disappears. hid e
3. Take out collet chuck set, rotate it 180° degree and repeat step 1 and 2 to finish up the grinding. '
e usiM

- . * B EER R
mﬁﬁﬂmﬁ Adjustment for trimming angle foeie o
serey el fige
1 BEEEAK - (FREATTE (1) BEIREK ()RR -

1. To obtain a larger trimming angle-turn the F1 Screw anti-clockwise (+),(-).

L] i

/| CM-3165 FI R 1

ZL 200920147543.0
1362076

E{1/Unit: cm
BUSR Model  JEf#EE Capacity 3% Motor / #58 Speed HHE Weight BHERTLXWXH
CM-316 3mm- 16mm | 600w / 6000 rpm | 13.5kgs 340 x 210 x 210
&R Power | AC 110V /AC 220 V 50/ 60 HZ
RERG STANDARD ACCESSORIES
& R # Power wires | 1 SET
&R B&E % Fuse | 25EF
JVEIRF  Hex. wrench 4mm / 5mm / 10mm one each
=ie Handle | 1SET

BEWE Diamond wheel  SDC80# 1 SET
¥ RUBC 1 OPTION ACCESSORIES
BEO0E Diamond wheel CBN8O#

10 555



/|SG313BFI SR |

IL 200820153366.2
Japan2E31519525%
M356596

Nr 202008013817 .5

B {Ll/Unit: cm
BUS%E Model  WHEEEEE Capacity  fBiZ Motor / #8iE Speed  EE Weight BERTLXWXH
5G-313 3mm-13mm | 200w / 4200 rpm | 13kgs 345 x 175 x 200
7lmf Axial angles 140° | ZiF Power AC 110V /AC220V 50/ 60 HZ
REERH+ STANDARD ACCESSORIES
& R #8 Power wires | 1SET
R B& #% Fuse | 1SET

EBtRF Hex. wrench | 4mm / 5mm one each
BEMWE& Diamond wheel | CBN250#

BEWE Diamond wheel CBN400# (5mm down)
ER20ZBEE ER20 collet chuck | 1 SET

ER20/3 ER20 collet 3~13 mm(11pcs)

5RIE ¢ OPTION ACCESSORIES

ER20f&%E ER20 collet | 35,4.5,55,65,7.5,85,95,105,11.5, 12.5 mm
MAWE Diamond wheel | SDC250#

. EUATEEEUEESEE Preparation before drill grinding

1 EAERREEEE BRERRORY -
2FEERRLEEAER A BREEIRARB)

3 EEREAFRA, WEBIISmmER, BFOHE -

4, FEHEIR (L) E A BF O E A B SE E 8 (B A TR A\ I RSB TE D B FipeS o
5.2A CH SRS A iSRRI E R -

1. Check drill diameter, then select proper size of collet (C).

2. Fit the selected collet into the collet holder (B) with a proper angle.

3. Insert the drill into the collet, and have it protruded about 35mm. At this time do not
tighten the drill securely.

4. Fit the nut (4) into the collet (C), then tighten it to the nut (B). Slightly tighten it and
allow the drill to be turned by hand. .

5. Complete above steps to finish preparation before grinding a drill. /‘J

HEEas)
Loosen and remene the
serew B, then ogen
the side cover 82

G -
i nahtward for (]
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1SS (B IR SR RIEN RIS ERE (R2)EE -

2. B4mmiTERRSFE R E T A SRR (83) &R -

3. EEFRENEEGENIE AT -

4 AGWERE(B2)E LTG5 1) IRMHIEE -

AR EENEIEL (B3)RIE%R DeaEEe2aE L - k(81 FRERIT OIS EIRITRLL
BERAGRE -

1. Loosen screw (B1), then open the grinding wheel guard (B2).
2. Use a 4mm hex. wrench to loosen the screw (B3) by turning it counter clockwise.
3. Replace with a new diamond wheel, and tighten the screw.
4, Close the grinding wheel guard (B2), and tighten the screw (B1).
NOTE: Do not turn power on under the following conditions. Failure to comply may
result in serious injury.
< = E"/
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1. EHRZERCOEBIEEERTBEMEiHE S EER T -

2 BSERFERME( ) EARER B C2) IS E A LI -

3 ASERFEEME () O IEIEE B EEE SRR ) O a B EEF#EE IR -

4. ERIBIE 3 S5 IE SIS EEE R R -

544 ERSE B4R (H) B SR aE TE 7 R e M HE R S TR S B I ENEE— -

6, E(EEELDRIMFEZIEEIRREA-248) -

1. Turn the graduated collar (C1) clockwise to the end, then turn it counter clockwise to the size of
drill to be ground.

2. Inr;serti the ER collet chuck (1) into the length setting unit (C2), and make sure the pin is locked to
the slat.

3, Turn the collet chuck (1) clockwise until it touches the pin. Turn the drill (2) clockwise until it
touches the drill cutting edge.

4. Turn the ER nut (2) clockwise to tighten the drill.

5. Take out the collet chuck (H). Check to see if the drill cutting edge is parallel to the slot of ER collet
chuck. If not, make setting again.

6. NOTE. If a drill is used to less than 3/4 of its original length, the graduated collar should be turned /I
over 1-2 graduation,

[
Dead point
Incieases

T —

1ERRERRA, (R IRFRCIRISET o0+ ) ieis R -

2. BB\ S (P IRF LTS S5 00 (- feds AL -

1.To increase dead point, turn the screw (F1) clockwise (+).
2.To reduce dead point, turn the screw (F1) counter clockwise (-).
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ﬂ@ﬁﬁﬁﬁﬁﬁﬁ Adjusting width of chip exhausting slot
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2. EHEBHERE -
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4 iEERENIER FRZIER BN EREZRT -
5. BHB(A)FI(A2) 1R 4 B2 E E BN OT(ERTEE -

1. Check drill sizes.

2. Check width of chip exhausting slots.

3. Loosen the screws (A1) and (A2).

4. Move the graduation of dead point unit B1 to your desired size.

5. Tighten the screws (A1) and (A2), then you can perform grinding operation.

H

y, — Ct'arancce'n

mﬁﬂﬁﬁﬁﬁﬁﬂ Grinding clearance angle
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/. HEEIVESREEARE Grinding dead point of drill
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1./ZERZE R (H) il E SEEELER A, -
2.#EER3E B 2 RS AR b B (FE S Ein B B iR B P S ness fh R S FEEg R Ol -
3.7EERFEEAE (H) ENHER180°FB R Lill1 258 E AR EE—2R A7 A HEE R B AR L -

1. Align the straight pin at the front end of the ER collet chuck (H) with the slot then
insert it.

2. Have the drill in the ER collet chuck slightly touch the grinding wheel, Perform slow
feed for pressing it to the bottom. Turn it clockwise and counter clockwise until
grinding sound disappears.

3. Take out the collet chuck (H). Rotate it 180°, Repeat step 1 and 2 for repetitive
grinding to finish the dad point grinding.

1. GERZE S (H) AR EAEER R EREEZ MIER A -
2 1GERZE S 2 AR RN SN FRIS e R B R R A R R AT -
3.8ERZE SR (H) BNHES 1 80°B ik Eill1 2 DR SR E— AT AME -

1. Align the straight pin at the front end of the ER collet chuck (H) with the slot on the
clearance angle grinding unit.

2. Have the drill in the ER collet chuck slightly touch the grinding wheel. Perform slow
feed for pressing it to the bottom. Turn it clockwise and counter clockwise until
grinding sound disappears.

3. Take out the collet chuck (H). Rotate it 180°. Repeat step 1 and 2 for repetitive
grinding to finish the clearance angle grinding.

,\EHI

EEREE
Turn it clockwse and
counter-clockaise.

HEERL R R TIE
Have it slightly tauch the grinding
whesl and press it to the bottom,

| DT Grlndlng end edge
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1. Align the straight pin at the front end of the ER collet chuck H with the slot on the
end edge grinding unit.

2. Have the drill in the ER collet chuck slightly touch the grinding wheel. Perform slow
feed for pressing it to the bottom. Turn it clockwise and counter-clockwise until the
grinding sound disappears.

3. Take out the collet chuck (H). Rotate it 180°. Repeat step 1 and 2 for repetitive
grinding to finish the clearance angle grinding to finish the end edge grinding.
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EERH STANDARD ACCESSORIES

& R # Power wires | ‘1 SET
® b= & Fuse | 1SET
JUEIRSF Hex. wrench | 4mm /5mm one each

#AEWE Diamond wheel | CBN20D#
HEWE Diamond wheel | SDCA00#
ER20%EBH ER20 collet chuck | 1 SET

ER20/E3& ER20 collet | 213 mm(12pcs)

HREH OPTION ACCESSORIES

[

A

B3 Model  FAEESEE Capacity =~ F53E Motor / B3 Speed |
MD-213 3mm-13mm | 200w / 5500 rpm |
SEimA Axial angles 140° _ &R Power

 MD213E FI 8855 |

ZL 200900174158.5
360817

B {T1/Unit: cm
EE Weight BERYIYLXWXH
10 kgs 305x172x 180

AC110V/AC220V 50/60 HZ

ER20/E3E ER20 collet J0taAih) BB 5, 8.5, 055 TR TS Jh2. 5 mm



- EURTREERUEESEE Preparation before drill grinding

| BSTESEEEE BEEERORYT -
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5. M S BRENSERYSEEbAERTER(H) -

1. Check drill diameter, then select proper size of collet (C).

2. Fit the selected collet into the collet holder (B) with a proper angle.

3. Insert the drill into the collet, and have it protrude about 35mm. At this
time do not tighten the drill securely.

4. Fit the nut (A) into the collet (C), then tighten it to the nut (B). Slightly
tighten it and allow the drill to be turned by hand.

5. Complete above steps to finish preparation before grinding a drill.

 BEREREEEL Setting dril length and angle

1LERAERC) ORI EEBOTBENMEMEEERY -
2 ARERR A (HRARERERE(C2) NS EHRAUHER -
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4.ERIFVR (B I TS iHEATEEE -
Push forward to the end, then

B wmrighttotouch thesiopper, | 5. ERBEELRA(H) EX L HESREEEE ) 7D BERIETHZ B E S F1T » NRIZHEFAT
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Turr it right tightly.
6. R (EBREAVR3MAREZIERRA X -218) -

. a
FEREASITSE D FERER
Push forward to the top, then turn right to the
edge of the diill touch the block
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. Turn the graduated collar (C1) clockwise to the end, then turn it counter
clockwise to the size of drill to be ground.

2. Insert the ER collet chuck (H) into the length setting unit (C2), and make
sure the pin is locked to the slot.

3. Turn the collet chuck (H) clockwise until it touches the pin. Turn the drill
clockwise until it touches the drill cutting edge.

4. Turn the ER nut (B) clockwise to tighten the drill.

5. Take out the collet chuck (H). Check to see if the drill cutting edge is parallel

to the slot of ER collet chuck. If not, make setting again.

6. NOTE: If a drill is used to less than 3/4 of its original length, the graduated
collar should be turned over 1-2 graduation.

| WA | B Grinding and primary adjusting dead point of drill

1. FEERFEEAE (H) BlMEEEIHELUTIEA, -

2. FER B e BN I FE S e B ER EE ST -
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1. Align the straight pin at the front end of the ER collet chuck (H) with the slot then
insert it,

2. Have the drill in the ER collet chuck slightly touch the grinding wheel. Perform slow
feed for pressing it to the bottom. Until grinding sound disappears.

3. Take out the collet chuck (H). Rotate it 1807, Repeat step 1 and 2 for repetitive
grinding to finish the dad point grinding.

4.To increase dead point, turn the screw (F1) left clockwise to adjustment (+).

5.To reduce dead point, turn the screw (F1] right clockwise to adjustment (-).
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SEORE TSRS - B8% Grinding and primary adjusting secondary clearance angle of drill
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2. FEERTE A 2 R BB R it (FiBI S G B Nk PR E SR AN T -
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1. Align the straight pin at the front end of the ER collet chuck (H} with the slot then
insert it in secondary clearance angle set.

2. Have the drill in the ER callet chuck slightly touch the grinding wheel. Perform slow
feed for pressing it to the bottom. Until grinding sound disappears.

3. Take out the collet chuck (H). Rotate it 1807, Repeat step 1 and 2 for repetitive
grinding to finish the Secondary clearance angle grinding.

4 To increase dead point, turn the screw (F1) left clockwise to adjustment (+).

5.To reduce dead point, turn the screw (F1) right clockwise to adjustment (-).
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m $REEJ)7)EREE Grinding end edge
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1. Align the straight pin at the front end of the ER collet chuck H with the slot on the
end edge grinding unit.

2. Have the drill in the ER collet chuck slightly touch the grinding wheel, Perform slow
feed for pressing it to the bottom. Until the grinding sound disappears.

3. Take out the collet chuck (H). Rotate it 180%. Repeat step 1 and 2 for repstitive
arinding to finish the clearance angle grinding to finish the end edge grinding.

¢
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PORTABLE SHEET DRILL'RE-SHARPENING

I EEe Patent pent

« AE—ENEIOIEmEBRE
QOne wheel is capable of grinding two angles.

ERHEDTR]

Procedures fo gir E-VHIEIS] Patented Feature
1. ﬁzﬁﬁﬁﬁﬂﬁﬁzﬂ(m)ﬁﬁ ' iﬂ%ﬁ]ﬁ(BZ)ﬁ(ﬁ - 1 ﬁ%ﬁﬁﬁﬂi@@ o

2. BAmm BRI TR ETT DGR ik(B3)RA - 2. RS EE R -

3. BIRIRETHE - BigmEeE CET - 3. CFEERRHEE -

4 FHAIZE(B2)ZEF - WiGNEH(B1)3HE -

—_

Double-bearing grinding unit (reduces wear).
Drill tightened design with bearing device.

o

1. Loosen the side knob (B1) and open the side cover (B2).
2. Use a 4mm hexagon wrench to loosen the screw (B3), unscrew it

[7e]

. Adjustable trimming angle
counter clockwise.

FE[T asSC
3. Replace with a new diamond grinding wheel and tighten the EEB‘“{¢ Standard Accesse

screw after the wheel is installed. PD-316
4. Be sure to close the side cover (B2) properly and to fasten the side . EREIFE 3mm-16mm (15pcs).

knob (81). . CBNEERRIIR #300x1 PCS (SiXMEEER)
. TVAESF 4mm,6mm & 1 PCS

. ER Callets, 3mm-16mm (15 pcs).
. CBN Dimand wheel #300x1 PCS (High Speed dill).
. 4mm, 6mm Hexagon (Hex.) wrench x 1 pc each.

EE | Attention:
1. EEEIRIRER(B3)RHE - BB (B2)REBIFIE(B)FIHER - T
OBERITE - LIBREEE -

2. ARREBRERN  DiRRESMREEIEEDEE « LURGE
BIFABZEZ -

Wk = WM -

e=173Un[44 Optional Accessor

PD-316
1.SDCHETETEE#300(3580 58S )

1.SDC# 300 Diamond wheel (carbide drill).

Please DO NOT switch on the machine BEFORE

(1) The diamond wheel screw (B3) is tightly screwed,
(2) The side cover (B2) is properly closed.
(3) The right knob (B1) is fully fastened.

1. Incase of any hazard occurring, please make sure that the above Rl mm
measures are followed strictly. R Model PD316
2. The machine has an automatic power-off device to ensure wiEaE Drill Diameter Smmtemm
operator's safety. Power supply will be cut-off immediately when e Power Sipply AC110 7 AC220 50 / 60HZ
the cover is opened. mz v e
i R.P.M 4300 RPM
3 Weight 21 kg
BERRA LXWXH 480 x 260 x 240

o

1. BiEREREE « BREERC) -

2 BLAREREGER A RABIGEREA(B) -

3R AEEA » LHREHI35mmES « BT -

4, EFRAEA BT HRABICERE G S R AN R B B TS -
5 Ll FERENSS EN SRR IR AR MR (H) -

1. Choose the collect accordingly to the drill diameter.

2. Slot the chosen collet holder (B) at an appropriate angle.

3. Insert the drill into the connected collet and collet holder set, leave a 35mm extension of the
drills original body length, but do nat tightened the drill too tight.

4, Connect the collet nut (A) to the unit of collet (C) which is locked to the collet holder (B), and tighten the set, yet make sure the drill is not
firmly tightened, but still able to be tumed.

5, Complete the above steps, so the collet chuck set (H) is ready for drilling, —/

S o]

mﬂﬁiEE&gﬁﬁﬂ Setting the drill length and position its movement for drillng
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73EE - EEREERLDR/4  ZIBRIEEA1~2m/m - the edge of the anl e the block

1. Reset the scale ring (C1); Tum the ring all the way clockwise, and then turn it anti-clockwise to the required drilling size indicated on C1,

2. Insert collet chuck set (see 1) inte preset length bracket (C2) and make sure the pin is locked to the slot.

3. Turn the callet chuck set clockwise until it touches against the pin (see 2), and turn the drill clockwise till it touches against the drill cutting edge.

4, Screw the ER callet holder (see 3) clockwise to tighten the drill.

5. Take out the callet chuck set ta check if the drill cutting edge is parallel to the slot of ER clamping nut. If it not parallel, please repeat the above steps.

6. Set the Gauge C1 for the desired grinding dimension, adjust the Gauge €3 same as C1.Loosen the two screws(B) to release Gauge C3 for the desired
dimension, and then tighten the two screws B.

7. Attention: For used drill, with less than 1/4 (three quarters) of its original length left, it is advisable to adjust the 1—2mm scale up on the Scale Ring.

Wﬂﬂﬂ?&ﬁ%iﬁﬁ Point angle grinding for drill e h
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1. Insert the collet chuck set into Point Angle Bracket (see 1), and set the slot into the pin.

2. Make the collet chuck set teuching the wheel lightly (see 2 ), turn dlockwise and reverse until the
grinding sound disappears.

3. Take out the collet chuck set, rotate it 180 degree, and repeat step 1 and 2 to finish the grinding for
the two drill chisel edge angles.

R
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Push fanward
lighly

mﬂﬁiqﬂmmmﬂ Center point trimming grinding for drill

1. SERMEEM (1 ) EEE AL ) A MR EEIES - Make t touch the wheel iR 8
2. SERFEEMA( EEE ER T EE N EIE® - oS REEaELnl - b
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1. Insert collet chuck set (see 1) into the grinding unit and insert the slot into the pin (see 2).

2. Place collet chuck set (see 1) upright and insert it into the top bracket to lightly touch the wheel,
Turn it clockwise and reverse until grinding noise disappears.

3. Take out collet chuck set, rotate it 180° degree and repeat step 1 and 2 to finish up the grinding.

st S ]
Turn clackwise
and reverse.

mmﬂﬂﬁ Adjustment for trimming angle

1, BRI  (FRAREIE (+REIBEEA, R EIRER]) -

1. To obtain a larger trimming angle-turn the F1 Screw anti-clockwise (+),(-}.




B3 ' PATENT CERTIFICATE

c € Worldwide Testing Services (Taiwan) Ca.,, Lid.

ACCREIMTED TEST HOL'SE
CERTIFICATION OF TESTING
Under ELL EML - DIRECTIVE 2004/ 108/ EL -

This cenifica that thse Following designated prodoct

FAST DRILL RE-SHARPENING MACHINE
Muodel No.: 1226
Multi-listing Model No. : 320, 313,213

Has been tested in
founed the 12 resnl

EN S5004-1 (2000 +A 120001 +AZ :2002),
REC/EN 61000-3-2 (2006}, IEC/EN 61000-3-3 (1995+A1:2001+AZ:2005)

Thix cenifente is issued for

JUJENN INDU

NOWA, LIN HAE RD., CHING-SHUL TOWN, TAICHUNG,
TAIWAN, R.O.C.

C€

Worldwide Testing services {Tatwan) Co, Lul
ACCREMTED TEST HOLSE

CERTIFICATION OF TESTING

Under EU EMC - HIRECTIVE 2004/ | 08 EC -

FAST END MILL RE-SHARPENING MACHINE

TEC/EN @ 10H0-3-2 (20MK ), TEC

Muodel No.: 1225
Multi-listing Model No. : 413, 316

E™ S5004-1 (2000 +A1: 2000 +A2 :2002),
JEN 61IHH-3-3 (19954 A 1:2001+A2: 2005)

Thie certificate is issued for

JUJENN INDUSTRY €O, LTIN (LI-HSUN)

NOL40, LIN HAE RD., CHING-SHUT TOWN, TAICHUNCG,

TAIWAN, R.OLC.

5GS Reference No: EZI2010/30017C

SGS

VERIFICATION OF COMPLIANCE

Marificzaton Report Mo, EZ2ADNTC

Regresentative Model 1225

Series Modelfs) 413 and 36

Product Name: Fast End Mill Re-Sharpening Wachina
Aopicant JUJENM INOUSTRY COLLTD

Mo 40 LinHar R

Addmss of Apglicant wrg-5has Town, Taichung. Taman RO.C
JUJENN-2010-81
dune & 2010

June 6 3016

ENISO 11100-1 2003+A1 2009, EN SO 12100-2.2003=A1 2008,
ENISO 14121-1. 2007, 150 | TR 14121-2; 2007, EN 61200-1 2008

Aaphcable Sandands

e of the workshests and the Technical Constuttion File, the apaaratus is cesmed 1o
af the aboue standands and rence LI e requingmemEs of

Machinery Directive 200684 2EC

Autherized Signatary:

c o (€

SGE TAIWAN LTD.
Jason Lin
Technical Manager

SGS

5G5S Reference No: EZ/2010/30016C
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Date of s

Date of Expiry
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EL20H30016S
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320, M3 and 213

Fast Oriil Ren-Sharpereng Maching

JU JENN INDUSTRY GO, LTD

Mo £0.Lin Hea Rd . Ching-Shul Town, Taiching, Tatean RO C
JUIENN-2090-41

dune 9, 2010

duno 9, 2016

EN IS0 12100-12003+A1 2008, EN IS0 11100-2 2003+A7 2008,
EN 150 14121-1 2007, 150 | TR 14121:2; 2007, EN 612081 2008
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ZEIEF PATENT

CountryE 5l

ChinaE
Taiwan&&
Germany#5E
ChinaZpE
ChinaX[E
Japan B4
Taiwan&i&
Taiwan&i&
USDZ=xE]
Germany{EE]
ChinaFE
Japan B

Taiwan& i

GermanyfZE
China/[EE
Taiwan& &

ChinaA[E

Taiwani &

Patent ltem EFIZ%E

CH-213iB3EEE M

CH-213 Drilling Head Grinding Machine

CH-21338TARE

CH-21 3 Drilling Head Grinding Machine

CH-213SBFAREHS

CH-213 Drilling Head Grinding Machine

GH-313EH T

GH-31 3 Milling Head Grinding Machine

GH-313MEE T

GH-313 Milling Head Grinding Machine

GH-313EERk T

GH-313 Milling Head Grinding Machine

GH-313ESETIHE

GH-313 Milling Head Grinding Machine

GH-313ESE T

GH-313 Milling Head Grinding Machine

GH-313EE#E T
GH-313 Milling Head Grinding Machine

GH-313EE#E T
GH-313 Milling Head Grinding Machine

 SGIETAEY

SG@G Drilling Head Grinding Machine

SGIEEaHE#
SG Drilling Head Grinding Machine

SGHETER AR
SG Drilling Head Grinding Machine

 SGHEHER

SG@G Drilling Head Grinding Machine

S E ST R TR A

3-Slant Milling Tool Type Driling Head Grinding Machine

=MIE 7] B SRR

3-Slant Milling Tool Type Driling Head Grinding Machine

B

Round Bar Cutting Machine

EEEE

Round Bar Cutting Machine

- Patent No. ZFI3£1%

ZL 20052 0111362.4

MEIM27944 35%

Nr 20 2008 099 443.7

ZL 2007 2 0150335.4

ZL 2007 2 0140706.3

E835E3138310%

EIM321829%%

#EIM3251825%

SFISRE UST7,473,163B1358

Nr 202007 015 258.2

ZL 2008 2 0153366.2

E8$E31519525%

FEIM35656 953

Nr 20 2008 013 817.5

ZL. 2009 0 0174158.5

EIM36981 7%

ZL. 2009 20147543.0

#EIM362076%
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