FAST END MILL RE-SHARPENING
GH-413 / GH-1225
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4 Flutes 3 Flutes 2 Flutes L
=W m32i829
BUEE Model  TAEEEEM Capacity /5 Motor/ #8E Speed EM Weight HEERTLXWXH
GH-413 4mm - 13mm: | 450w [ 6000 rpm | 17kgs 310 x 260 x 290
GH-1225 12mm - 25mim 1000w /  4500rpm 30kgs 360 x 290 x 340
b= HNER e SMIwEEs 20 it JEEE 30 °
Axial angles  Third angle 6° Primary angle 20 ° Second angle 30°
BilR AC 110 V/AC 220V 50/ 60 HZ
Power

b LA STANDARD ACCESSORIES 3¢SDCERISI F(Carbide) CBNEESITF(High Speed)

— *MIINE

for 2 and 4 Flute End mMill —mE

for 3 Flute End Mill

RS Cable 1 SET
P Fuse 2 PCs
TVEIEF  Hex. key wrench 1 PCS 4mm

MoE Diamond wheel

WEH ER chuck
Bk ER collet

GH-413 5DC300# (Amm—5mm, carbide end mill) Carbide
GH-413 SDC3004# (Bmm—13mm, carbide end mill} Carbide
GH-1225 CEN150# (12mm~25mm, High Speed end mill) H55
GH-1225 SDC150# (12mm-—25mm, carbide end mill) Carbude

2, 4 flutes chuck *1 set 3 flutes chuck *1 set

GH-413 4 — 13mm{10pcs} / GH-1225 12,16,18,20,22,25mmiGpcs)

SR OPTION ACCESSORIES

BR0EE Liamond wheel

GH-413 CBN300# (dmm-~3mm, High Speed end mill) H55

GH-413 CBNZ70# (6mm-~13mm, High Speesd end mill) H5S

GH-413 CBNZ70# (4rmm—13mm, High Speed end mill) 2 flutes H55
GH-413 SDC300# (drmmi—13mm, carbide end mill) 2 flutes Carbide
GH-1225 CBN1504# (12mm—25mm, High Speed end mill) 2 flutes HSS
GH-1225 5DC150# {12mm-—25mm, carbide end mill} 2 flutes Carbide



IR{ERLF:  OPERATIONS
” it TSR RLAEER 2R R i) ZM Setup the end mill to the ER collet holder |
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*Pease follow steps 1, 2,2.4 1o 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, :_Inslifrt end mill into coliet holder and nuts cut 35mm or so from the collet

icler,

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

the benchmark notch.

PRECISION END MILL GRINDER

ELE EIER
Alignment Base Alignment Block

2, MR 20°
NC.2 FOR SCREW RADIAL
ANGLE 20°

M Magnified Part 3. EEE 6oL, ———
Eggﬁ!ﬂrﬁ]ﬁmﬁiﬁﬁ e |
B T . : § N
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(Harden treatrment 1o protect

the alignment base) HOLDER UNIT TO MOVE

ON AXIS TO GRIND ALL
SURFACE OF END MILL,

*5et alignment knob to the prpoer number according to the diameter of the end
mill. {e.x. End mill dia. 10mm, set the scale to 10 mm.)
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*The flute with edge over center point should be parallel with the benchmark line. J

VI Ett No2 Algn end mill-NO2 =
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GH413- 4-13mm,GH1225-12-25mm 717 « BUERESSIENEEE TSR RL
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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, ratate the flute with edge over center point clockwise until it touches
the alignmemnt block,

3. Tighten the ER nut until the end mill is supported but free to tum, Pull out the
holder counterclockwise, tighten up the holder after confirmed the flute is

For End Mill Re-sharpening, 2,3 and 4 Flutes Precision, Efficiency, Easy Operation, Short
Processing Time, Grinding Diameter from GH413- 4-13mm,GH1225-12-25mm.

1.2WE  SREAEBRE(RE) « (30
B -
High Efficiency, High Quality Grinding

Slip, Good Grinding Results. parallel with the notch, If it's not parallel, please repeat the alignment steps, The
2.mHEESE 0.02mm - - benchmark notch. J
End Mill D Quality Assurance: 0.02mm. ——
1 LEBRE HESHOERAR  RE - e
Easy Operation, and Fast for Conve- JJOAEEEDEI Primary edge re-sharpening '
i nience, —_—
g . b1 2. {GERTEE R R O EN O 2 IR 2 L -
No.2 20 FNo.3 6° 3. AEERDE SR ENERIERL -
4, WMET—M700 - ITER Ci T NENE - —EEMEDAETE AR -
1. Switch an machine.
! 2. Point ER holder at the notch of primary edge re-sharpening port MO 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'
i edges is complete,
! @
i = /

Shank D 9 Flutes 3 Elutes 4 Flutes.



ﬂ EEPRE Rﬁ'mwng the wheel cover
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1. Unplug the machine

1. H the relief needs to be adjusted, please use provided 4mm hex. wrench 1o loosen the 2. Loosen the three screws in the wheel cover counterclockwise with 4mm Allen key,

screwes in the sharpener MO T,
1. Rotate clockwise { +) 1o increase, rotate counterclockwise (—) 1o decrease, Tighten

after relief setting
— J

|
W I ATEEHI-1(470) Secondary clearance angle sharpening -| (f;:‘ﬁh“a&r”ﬂ \ '
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1) meaBER Cleaning the grinding dust
1 C R R RS - MR TR A -
2 EEERRES - ST DR SUEEECEERETAE -

1. Miake sure the temperaturs of the wheel goes down to normal temperature.

A SRR - 2. Open the upper.cover, ciean the grinding dust with pressunzed air and wipe outside
I ISEREE AT F— BB 2SS - B SR - — BB ST with dry cioth.
AL -

1. Pointing ER holder at screw secondary clearance anale sharpening port NOLZ, insert it SR
inta the port with a slight push motion ta sharmpen until grinding noise disappears. o

2. Change to ancther flute, repeat the above steps until the sharpening for all flutes'
EHDRES Rermwng the washer

edges is complete,
VLSRR - SFEHImm R LG RS o
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m ﬂﬂ!ﬁ.ﬁﬂ-ﬂ (2~37)) Secondary clearance angle sharpening -2 (for 2 and 3 ﬂutes\
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1. Hold the wheel with left hand and loosen the screw counterclockwise with 4mm Allen
key wath right hand

2. Take out the black washer,
| 3. Take out the wheel fram the motar hub slightly.
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m REWR Replacmg the wheel
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1. If you need to sharpen the secondary clearance angle completely, laosen the
scraws 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 nght in whole rotation; for 3 flutes, on the sharpenmg port

NO.2Z, rotate the bernchmark notch side only
2. The grinding should start from the flute pointed at the benchmark notch, /
—m—
; e — _,_,-r"":-
U1 DTREIE End gash sharpening \

1. Take a new proper whesl,
2. To re-install the wheel, reverse steps taken to remove wheel,
* The motor hub s very precise, it will be damaged by excessive foroe and atfect thr;‘/

position af wheel acccordingly,

L]
‘!.Ei&ﬁﬂiﬁ!ﬂﬁﬂﬁﬁﬁtﬁzﬂﬂﬂNG.BZE*I&E?\ « R A T R Eﬁ% ii : CQUtlnn
e b e " P : 1 HERT SRR R R 0 M - BRI AR ERE 1. Determine the material of end mill before grinding. Please use SDC
AT - LS REERE RS - EFHEGERIREEEEET : . g i
= o2 i SOCAGENE : BrMaEERRRT - RMEHEERR diamond wheel for carbide end mill; please use CBN diamond wheel for
I.EELHEEH!EEIE BT TN T - —E SRR B RS CENIRTS G - HSS end mill.
g 2 IR T« TR SR - GH-413 /1225 8] 2, Determine the flute of the end mill and uze the proper callet holder;
3 EHER A - BERRIMER ST A2 3.4 TERERT) - GH-413 / 1225 is suitable for 2, 3, and 4 fiute end mill.
1. Ponting ER holder at upper screw af end gash sharpening port MO, 3, insert it into the 3-§%ﬂﬁgiﬁﬂlﬁﬁlﬂﬁm  BEEN—N - RIERT 3. ﬁli?ﬁetl?smﬂig;ﬁrmﬁ;@t BrTicng v by TIARES Sin. (0
part with a skght push motion. For precise and average grinding, hotd tight the upper = e }
pact of the ER heldar with anie hand arid fove the lower port at both <idés with I ERETHERERNEE—F (SRRTRIEEN) ® {Q,';;g;‘;;,f;g:g;}“ﬁf;;ﬁ;‘;?: ;ﬁ;;ﬁf’;:;;’fﬂ:;ﬂfﬂ'ﬁ; sartal
another hand to sharqen umtil r_;-ril'lljlr'lg noise disappears  FRAEREERFR - ERIETRINSER AR - no. when the machine needs to be repaired ’
Z. Tﬁk!: ;l-ll ::E holder ‘-';-'T"h ﬁ"'ﬂd ol 5'": change 1o am:-tgg fiute, repeat the above steps 5 FAEA - SmmiR T « EEMEE I R0 « mE 5. Far end mill 4—Smm, be sure to use a very slight push mation while
unitil the sharpening for all flutes’ end gashes is complete. // R E L - grinding the primary edge due the outer diameter of wheel is smaller.

3. Take out the end mill from the holder and inspect it. 6 A TS RS 1 6. The mator cannot run continuously over 1 hour,




FAST DRILL RE-SHARPENING
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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 dockwise,

3, Replace with a new diarmend grinding wheel and tighten the
screvy after the wheel is installed.

4, Be sure to close the side cover (B2} properly and to fasten the side
knab (B1),

EE | Attention:

1, BERMELEE(B3)E3R%E « RUSS(B2)EET IR HE (B )3 M - F
SRR - LIRS 2s -

I FREEERER  DEFESNRAT S0 - LFEE
BEABC TS -

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 oocurning, please make sure that the above
measures are followed strictly,

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

/ DM-2138F B8
I 200520111362 .4

K 2020080004437

Counterclockwise drills

= 211=S] patented Features:

|, WS REEE -
? MR RIEEEeE
3. ST REEE -

1. Double-bearing grinding wnit (reduces wear)
2 Drill tightenad design with bearing device
3. Adjustable timming angle

Tﬁ&ﬂﬁl‘ﬂ; Standard Accessol

Dhd-213

1. ERETE 2 5mm-13mmi1 2pcs).

2. CONIMERME #200: PCS (EEEIRRIRMIA),
3. B Amm, Smm & 1 PCS

1. ER Caollets, 2.5mm-13mm {12pcsh.
2. CBN Dimand whesl #200x1 PCS { High Speed drll},
3. dmm, Smm Hexagon (Hex.) wrench x 1 pe each,

Di-213

1. SDCERTEME #400 (IRIRMETS ),

2. CENIRG RS #400 (Bi%E 4mm LUTFEE).
3. EREEFE 3 5mm~12.5mm{10pcs),

1. 50C #400 Diamand wheeal {(carbide dnll),
2. CBM #400 Diamand whesl (< 4mm, High Speed drill)
3. ER Collets, 3.5~12.5mm (10pcs).

BT mm

el Model DM-213 / FG-213L

FAREEIM  Drill Diameter | 2 mm - 13 mm
FEHAUE Point Angle | 85°— 1407

wH Pm:Supply | AC110 / AC220 50 / 60HZ
2 Matar : 90 W

Wz R.P.M [ 6000 RPM

EE Weight = 10kg
HERT LXWXH | 305x172x180

1 #ﬁzsmﬁﬂmﬁtmmﬂ-ﬂmaﬁ{ﬂz}mnu
2. Bamm BRI R TS O R e 8208 -
3. EERYREHE - FSEiE Cend -

4, (GBI E)ET - WHEERREE -

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

2. Use a dmm hexagoen 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 s installed,

4. Be sure to close the side cover (B2) property and to fasten the side
krab (81).

EHE | Attention:

1 RO EER e =N E  BIFE e =TT ERE SRR - T
OHEREFTE « LIF L EE -

2. SmiE TN ERE - PREENEDRSHES0NE - LiEE
RIEABZTZE -

Please DO NOT switch on the machine BEFORE

(1) The diamand wheel screw (B3) 15 tightly screwed

12) The side cover (B2} is properly closed,

(3} The right knob (B1) is fully fastenad.

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

2. The machine has an autamatic power-off device 1o ensure
operator’s safety. Power supply will be cut-off immediately when
the cover is opened,
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T A NN -
CRRRRE RN -
. TR -

. Double-bearing grinding unit {reduces wear).
Crill tightened design with beanng device,
. Adjustable trimming angle

=2-3ipjed Standard Accessol

DM-1226
1. EREHE 1 2mm-26mm{15pes).

2. CENRITSHME #150x1 PCS (S EEIEMEWHE)
3. 7L EESF dmm Gmm 2 1 PCS

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

DhA-320

1. ERERSE3mm- 20mim{1 Bpcs)

2 CENMRERE #1501 PCS(E EE IR A)

3. A EFdmm, Gmm a1 POS

1.ER collet, Imm-20mm{ 1 8pcs)

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

:5373.01=d Optional Accessor
DM-1226

1. SDCIRETOEE 4200 (MEETRNE).
2. EREHE 8—11mm, 27—30mm (B pcsh.
1

!

L B —h ) g .

. 5DC #200 Diamond wheel (carbide drill).
. ER Coliets, B—11mm, 27~30mm (8 pcs)

DM-320
1 SDCEERM4 200(B RIS THRNE)

1,50C#200 Diamond whee (carbide drill).

. o ~ WG -mm
ik Mol Dh-1226 [ Dh-320
AN Dol Diameter 12 mm - 26 mm 3 mim - 20 mm
SEEE Point Angle EE‘N H-IT B5*= 140"
an  Power Supply | ACI10/ACI2050/60HZ | ACIID/ 22050/ 60HZ

wa o . o
L] RPM | 4000 RPW 4300 RPM
i ‘Weight 25 ky kg
HAERNT LXWXH 4?0::2@:235 MKEGURM




F{EFLF  OPERATIONS
”ﬂﬂﬂlﬂﬂﬂﬂﬁ%ﬁﬂ Procedures for changing the grinding wheel \
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1. Choose the collect accordingly to the dnll diameter,

2. Slat the chasen collet holder (B) at an appropriate angle

3, Ingert the drill into the connected collet and collet holder set, leave 3 35mm axtension of the
drilk ariginal body length, but da nat tightenad 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 st (H} is ready for drilling. -/
i

TE——
L -

BIHIEEEAEE’EI Setting the drill length and position its movement fr:rr drilling

| SEHESIERC e W EE Ea W E AR R -
2 BERTEREA) « BAREREEC2)A « WHEE AL -
IfgERERE M EENEREESY  BRRNSOEENERENENTS1L -
4 EREROR( I ES SR -
5 ABERSERER LRI ME DR R MER ST ST TERNEE—N -
GEE  EEEEEEPE S - N BT - 2mim,
1. Reset the scale ring {£1); Tum the ring all the way clockwase, and then turn it anti-clockwase to the required
drilling size indicated on C1
2. Inzert collet chuck z2t (see 1) info preset length bracket {£2) and make sure the pin is locked 1o the siot,
3. Turn the collet chuck set clockwise until it fouches against the pin (see 2), and turm the dnll chockwize Bl it
touches against the drill cutting edge Pl St e s then rm MK e
4 Screwe the ER cotlet holder (see 3) clockwise to tighten the drill R My e
5. Take out the collet chuck set to check if the drill cutting edge & parallel 1o the slot of ER damping nut. If it not parallel, please repeat the above steps.
. G Attention: For used drill, with less than 1/4 (three quarters) of its original length left, it & advisable to adjust the 1-—-2mm scale up on the Scale Ring

—

7 MERSEMATE Point angle grinding for dri

1 ASERFE B EE A MR » G SRS R E s

2 MRERBERMEZINGE 2 I ELEREE - TEURFIE - 2RSS R e E e SR -
3, f5ErTe B HIH M a0 Al LIt 2 SR EEEE—N « A=A RS TR =

1. Insert the collet chuck set into Point Angle Bracket {see 1), and set the shot into the pin.

2. Make the collet chuck set touching the whee! lightly (see 2 ), turn clockwise 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. il I i
- —
e

|I " 3 " - 4 .| -‘
‘ﬁiqﬂlﬂiﬁﬂﬁl Center point trimming grinding for drill vty
. EERFERIE]1 IS EA AP EEEE (2 T a1 A T TR -
CHEERFERE 1 ERDRENEES - T hipshEE =T -
. WERME B B LW B0V Lt 2 45 SN SR R BR A — BN T -
. Insert collet chuck =st (see 1) into the grinding unit and insert the slot into the pin (see 2).
sEeaga

. Place callet chuck sat (2ee 1) upright and insert it into the top bracket ta lightly touch the whesl. il
Turn it clockwase and reverse until grinding nokse disappears. - e
k.

b — Ll by —

3, Take out callet chuck set, rotate it 1807 degree and repeat step 1 and 2 to finish up the grinding.

L ; : AW -
gmﬁﬂﬁ Adjustment for trimming angle pagae %
1. BT - (FUNBRSETNE (4 ALK, RS - '

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

/|

Civi-316

CM-316 3mm -

R Power

o EZHBUER

S s
f L 200920347T543.0

MIE20TE

R {0 WUnit: em

5% Model  LIBEAREME Capacity %iE Motor / ¥§i% Speed Ell Weight BSERTLXWXH

16mm 00w / 6000epm  13.5kgs 340 x 210 x 210
ACT110V/AC 220V 50/60 HZ

ERaY STANDARD ACCESSORIES

| A B Power wires
EE® rue

FUEWZF Hex wrench
wie Handle
MAEE Diamond wheel

1 SET

2 5ET

dmm / Smm / 10mm one each
1 SET

SDCRO# 1 SET

RIS OPTION ACCESSORIES

MER&E Diamond whesl

CEMNBO#



MR OPERATIONS

FAST DRILL RE-SHARPENING |-t s W
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1. Check drill diameter, then select proper size of callet (C).

2. Fit the sebected coliet 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
thighten the dnll securely,

4, Fit the nut (A) inta the coliet (C), then tighten it to the nut (B), Skightly tighten it and

(SG313WFIIREE |
7L 200820153366, 2

JapansE315195258 allow the drill to beturned by hand, I
M3S6506 5. Complete above steps to finish preparation before grinding a drill. _‘,-'Jl
e 202008013317.5 e —_—
— —
B BIRBEWELSER Procedures for changing the grinding wheel
Vs IR R T ISR 2 R -
2B Amm7 TR EINE S ENG R (53) $ER8 -
I BRI E R R
A RERER () DG (e IRER R -
MDA (BRI RREI L - B8 (5 IR AR TR
1. Loosen screw (B1), then open the grinding wheel guard {82},
2. Use a 4mm hex. wrench 1o loosen the screw (B3) by turning It counter dockwise,
3. Replace with a new diamond wheel, and tighten the screw,
4, Close the grinding wheel guard (B2), and tighten the screw (B1).
-‘h!:iT[ Do nat turn power on under the following conditions. Failure 1o comply may |
sl in serious injury ,—f
-_Eh-.__ _..-"’
W MARRERBEEN Setting dril length and angle
1 EREIERC e RS A T ER R MR
1 WSERTEELBE 1 ) A B A TR PN R P (P
1 GERTE RN -@Eml!ffﬂﬁﬂﬁﬁﬁ?@mﬂﬁ:-"EJE-'E WE AR
4 ERENR D E SNSRI
S R ERTE L H L R T D e R B M R E R R R T TR TR E—R
6. T R e 3 S A O TR e 1
\! LR 1 T'-.-rlll'u thf gr.aduani'd collar (1) clockwisa to the end, then tum it counter cockwase 1o the size of
EEEE , arill ta b ground
e r:r::r:‘:#dm 1 2. Inseft thi ER callet chasek (1) inta the |r'n;;l|'| seteng wnll [E2], and make suie the pin g locked 16
i 1 8 the slot
ﬂﬁ Made o Capacity : ﬁﬁ Motor / B2 SPEEd =y s e ! EER.Q. LxwxH 3. Turn the collet chuck (1} clockwise untl it 1owches the pin: Turn the dnll {2} clockwise until i
5G-313 3mm- 13mm | 200w / A200 rpm 13kgs 345 x 175 x 200 ; TT'JU':"'E;LT il ':”"| "'Elk"'d‘?‘ i
x = wrn t mut { CIoCHWISE IO ’Ig"[-eﬂ T
TR Axial a“gh!s 140 'H Power AC110V/AC 220V 50/60 HZ L. Take out the cmlﬂt chuck (H). Chack 1o see if the drill cutting edge s paralled 1o the ot of ER callet
chuck. If nol, make sEthing again |
mxm# STANDMD ACCESSDR[ES 6 .:l::l-.:::l : i‘.:ljij_':ul_‘:l_l_-l;] ..-_-I-I:':.I to kess than 354 of it anginal length, the graduated coilar should Be I|||||-'LI’)J
~—— —_—
B/ iR W Power wires 1 SET B -
8 BB # Fuse 1 SET ﬂﬂﬁﬁl! Pri rpen
mary adjusting dead point re-sharpenin
TVEHZE Hex wrench Amm / Smm one each fy ad) ng 1 g

LARESRE I 16 (7 1 MR LRI o+ REN I -
2. IS R ;Eﬁuzﬁﬂﬂﬂﬁﬂl R B

MEWE Diamond wheel | CBNZS0#
MEE Diamond wheel CBN400# (Smm down)
ER20E8E ER20 collet chuck | 1 SET

ER20MHME ER20 collet 3—-13 mmi11pcs) 1.Toincrease dead point, turn the screw (F1) clockwise [+

2.To reduce dead point, turn the screve (F1) counter clockwise (-}

$5RIE OPTION ACCESSORIES

ERZOM@IZE ER20 collet | 35 4555 65 75 85 95,105 115 12.5mm
MO Diamond wheel SDCIS0#




E MAHEEBEEEE  Adjusting width of chip exhausting slot

W HHEEEHHE{E Grinding clearance angle
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1, Check drill sizes.

2. Check width of chip exhausting slots,

3. Loosen the screws (A1) and (42),

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

5. Tighten the screws (41) and {42), then you can perform arinding operation.
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W REAFINERREEARE Grinding dead point of drill
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1. Align the straight pin at the fromt end of the ER collet chuck (H) wath the slat then
insert it.

2. Have the drill in the ER collet chuck shightly touch the grinding wheel. Perform slow
feed for pressing it to the bottom, Turn it clockwise and counter clockwase wnitil
grinding sound disappeaars.

L

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

~— —
——

1| FRERFERNE (H) EUGETIE S s S E R EE 2 [T
2 FHERTEEM O MRE R R (FAE R B M S R AR E SR A S -
3 FHERZEEM (H) HLHE socMife Hi 25 SR AR — NS Al s AR

1. Align the straight pin at the front end of the ER collet chieck (H) wath 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 clockwase and counter clockwise until
grinding sound disappears.

3, Take out the coliet chuck (H). Rotate it 1807, Repeat step 1 and 2 for repetitnee
grinding to finish the clearance angle grinding.
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. Align the straight pin at the front end of the ER collet chisck H with the slot on the
end edge grinding unit.

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

, 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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3 SLANT FAST DRILL RE-SHARPENING

7 MD213% Fll 8 i |

Il 200500174158:5
M3GaELY

iﬁ.‘u«it cm

B4k Model  THEREM Capacity  f6if Motor / #iE Speed HM Weight BERTYLXWXH

MD-213 amm - 13mm 200w / 5500 rpm
Sl Axial angles 140° =& Power

R STANDARD ACCESSORIES

B/ F B Power wires 1 SET
B # Fuse 1 SET
TVEESF  Hex wrench Amm / Smm one each

EEW Diamond wheel CBMN200#
MGEE Diamond wheel SDC400#
ERZOBEEN ERZO collet chuck | 1 SET

ERZ0OEZE ER20 collet 2--13 mmi12pcs)

HRER G OPTION ACCESSORIES

10 kgs 305 x 172 x 180
ACTIONV fAC 220V 50 /60 HZ

ER20/E3 ER20 collet 35,45 55 65 7.5 8595,10.5 11.5125 mm
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= 1. Align the straight pin at the front end of the ER collet chuck (H} with the slot then

5.2 1= BBl 52 A, TR EE o A A e g ) ms.grt it ? ;

2. Have the drill in the ER collet chuck shightly touch the grinding wheel. Perform slow
feed for pressing it to the battom, 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 paint grinding.

4 Ta increase dead paint, turn the screw (F1) left clockwise to adjustment {+)

1. Check drill diameter, then select proper size of callet (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 35mim, 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 turmed by hand,

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

| 5.Ta reduce dead paint, tum the screw (F1) nght clockwise to adjustment {-).
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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 coller chuck slightly teuch the grnding wheel. Perform slow
| feed for pressing it to the bottom. Lntil 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 gnnding

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

- |l 5.To reduce dead point, turn the screw (F 1) nght clockwase to adjustrment ()
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E MERT)7)WREE Grinding end edge
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P Fotward bo fhe lop, then bum right i the

st o T il ouich the bleck 1, 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.,

1. Align the straight pin at the front end of the ER collet chuck H wath the siot an the
end edge gnnding wmit.

Z. Have the drill in the ER collet chuck slightly touch the grinding wheel. Perform show
teed tor pressing it to the bottom, Until the gnnding 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.

6, NOTE; If a dnill is used to less than 3/4 of its original length, the graduated
collar should be turned over 1-2 graduation,
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PORTABLE SHEET DRILL'RE-SHARPENING

PD-316

« AE—EREMTEEERE
One wheel is capable of grinding two angles.
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1. Loosen the side knob (B1) and open the side cover (B2),
2. Use a 4mm hexagon wrench to loosen the scrov (B3], unscrew it
counter docknise.

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

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

X | Attention:

1. MR EB)F IR « AIES(R2)FBITIERE ) FIRYE - &
EHGEEIRITAE « LIRS i -

2. FAREENREH  MEFRESENEAEEEREE - LR
BEABRZEE -

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 1o ensure
operator's safety. Power supply will be cut-off immediately when
thie cover is opened

&k Patent pendi

E-CIICIE] Patented Features

1. VRN -

2. MERIER R R IR R -

3. CIRYASEARE -

1. Double-bearing grinding unit (reduces wear)
2. Drill vightened design with bearing device

3. Adjustable trmming angle

PD-316

1. ERE®E Imm-16mm (1 5pcs)
2 CBMNENERISE #300x1 PCS (iR EHRERM AR
3. TUAEF 4mm Gmm & 1 PCS

1. ER Coilets, 3rmm-16mm (15 pcs),
2. CBM Dimand wheel #3001 PCS (High Speed dnll),
3 amm, Brmm Hexagon (Hex ) wrench 1 pe each,

PD-316
1. SDORG MR # 300(RSSHNA)

1.5DC# 300 Diamond wheel {carbide drill).

G

W mm
e Model P-316
EFNEEM Dl Mameter | ___3mm-16mm_
[T} Power Supply AC110/ ACZ20 50 / 60HZ
_ Motor | 450 W
HE E.P.M 43040 fwPM
_mm Weight | 21kg
BEREAT LEWXH 480 x 260« 240
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' IEHMH! Adjustment for trimming angle R

1 IERLF  OPERATIONS
"“Hlﬁﬁﬂﬂﬂﬁl Procedures for changing the gnndlng wheel
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5.1 E 4 W ENSE i MR AR ET HE(H) -

1. Choose the collect accordingly to the drill diameter,

2. Slat the chosen coblet holder (B) at an appropriate angle.

3. Insert the drifl into the connected collet and collet holder set, leave a 3%mm extension of the
drill’s original bady length, but do not tightened the drill 1o tight.

4. Connect the collet nut (A) 1o the unit of collet {C) which is locked 1o the collet holder (B), and tighten the <et, 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 dniling, g‘

EWMHE'EI Setting the drill length and position its movement for drilling

LM NERC)ACHI ERERENEF TS MER T -
HSEREEE() - EAREREE(CE - WS EESRA LI - - .
JEEREEHEQEGIERZEEEN - MRS RESCEAEEE 3

MDA -

4. ERIRAR(3) S BENERTIRERTESE ¢ :
5.5 ERZE B HEHE o R e ) T ERERTE B 2 MR ST - W A

PTEEWSE - - g
B.CIRIERREHERT  CGRERCHEENET - 252aEN - -

(BICGEEIEBRY - SMER TSL  BEFRMR JEIT R -

2B BRI A R " E‘!i'q""-"au & y s har e M 1
758 : MEWEERELEYA « WEREEA—2mm - Heen 5 bk

1. Reset the scale ring {C1): Tum the ring all the way clockwise, and then turn it anti-clockwase to the required drilling =ize indicated an €1,

2. Insert colflet chuck set (see 1) info preset length bracket {C2) and make sure the pin is locked 1o the slot.

3. Turn the collet chuck et clockwise until it touches against the pin {see 2], and turn the drill cackwise 1l it tauches against the drill cutting edge.

4. Serew the ER coflet holder (see 3) dockwise ta tighten the drill.

5. Take out the collet chuck set to check if the dnll cutting edge & parallel to the slot of ER cdamping nut. If i€ not parallel, please repeat the above steps.

6. Set the Gauge C1 for the desired grinding dimenssan, adjust the Gauge C3 same as C1 Loosen the two screws(B) fo release Gauge T3 for the desired
dimension, and then tighten the two screws B.

7. Attention: For used dnll, with less than 144 (three quarters) of s ongmal length eft, it & advisable to adjust the 1-2mm scale up on the Scale Ring

V1) memscsmE Point ange grinding for dri
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1. Insert the callet chuck set into Point Angle Brackat {see 1), and set the slot into the pin.

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

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

mmmmm- Center point trimming grinding for drill :
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1, Insert collet chuck ot (see 1) into the grinding unit and insert the slot inta the pin (see 2],

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

3, Take out collet chuck set, rotate it 180" degree and repeat step 1 and 2 to finish up the grinding,
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1. To obtain a larger tnmming angle-turn the F1 Screve anti-clockwise (+3,0-3,



