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&L Chtch bracket stand Angle fixing stand
Dial gauge calibrator W AR o RS

Helix adjusting stand Bolt for rotary table
B THRE
Route adjusting stand Eotary bl Jii ﬁﬁﬁﬁ%
s . ry equal parts
Angle Plate / 10 ERTER

[ Rotary table with 10 equal parts
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~ HFER Patent pending

Shk 3818 SPECIFICATIONS

JJEEE Tool dimeter @8-@32mm
TJARMRAERME Spiral length with workhead spindle 160mm
IEARIEI#®iT# Longitudinal travel of workhead 150mm
I{’EEE@E:E?—HE Cross travel of workhead 130mm
FLEREERY L F 1782 vertical movement of wheel head 50mm
MISTEAVMERI BE Tilting angle of wheel head +90°
tl‘.'.-!ﬁl_i‘é!ﬁ?i.ﬁﬁ Workhead spindle - c5
ERERBIIRERNEE flnA - —HAEENE

Spiral flute & axial relief grinding Infinitely variable, left & right hand

BREEA Helix anle 0" -90°
HERFLIE Grinding wheel Bore 19.06mm
e\ AEE Grinding wheel diameter Max. 90mm
iR HiE Grinding motor 0.25KW

_ IE#§ Clockwise
4800 R.P.M.(250w-300w)
5TKGS
860X 430X 500mm
AC110/AC220 50/60Hz

RE8EEA R Grinding wheel direction
prEg84E Grinding spindle spds
{433/ E Net weight

BEMER~T Dimensions

WE Power supply

» FATERETIE RO T - EibER AN R R T - SLEE  TRITED -
Specifications and design characteristics are subject to change without prior notice.

% HiE 5 1 FEE 1

Endmill Helix Re-sharpening

#EWESME Taper grinding device

10,12 {3 53 BERR One Indexing plate 10,12 divisions
#AIHE—E Onesetof operating tools

HR{E® One operating instruction manual

51 Grinding '

C5 &5 Collet

742 Holder | B3 Colist

SDC (1.5mm + @812 mm ) SDC (2.0 mm + ©12-32 mm ) BRI A Carbide Only
@12 + 16 + 020 + @25 + @32 mm + EE Diameter G50 om
C20-55K10-80L + X 1 pes (96 + 08 + 910 mm )

' iSaRb 2 OPTIONS 4

E¥W§ Grinding

W' 14514 MACHINE FEATURES

- EHERRAETNALBAERR—BEDE6E  MESSWENNE - EMET - @K7) - RERT) - Bi7) - &EK7) -
BRI -@AN 27317 RTVEERCTHE (23456 7] - FEEHRE -
The univerzal tool & cutter grinder Model EH-832 is versatile in operation without requiring special skills. All milling cutters,
endmills . shell endmills , staggered tooth cutters, rough endmills , countersinks (2 flutes, 4 flutes)and the angle of endmill helix
can sharpen 2flutes, 3flutes 4 flutes, SMutes, 6 Mutes.,

+ VRERARE R MR (LR R - T) RIEEERES{E EHE32 ERAK -
The Model EH-832 is designed to sharpen HESS and carbide toolings in small and medium guantities,

- TIRRE -5 - HeT AR - fIE - NE -
In one chucking operation, the machine can perform the grinding of the rake angle of the flute, clearance angle on the periphery
and the end of the toal,

- BEFAEMRETTLRRRER -
A few seconds sel up time for helix angle,

- MESENAR -  BRAzENSEIDTREERNE - FURISSHERMENBLRIR -
Due to the backlash free operation, spiral toothed, solid carbide or carbide tipped milling cutters can be ground with
high accuracy thus far only achieved by CNC grinders.

- HENEENBEE—MEAR  MLUBELES - EERS -
The heavy duty compound slides and one piece cast-iron base provide extra rigidity and minimize vibration.

CBN(1.5 mm + @6-12 mm ) CEN(2.0 mm » @12-32 mm ) H5S MR HSS Only




E " - a 3 2 ﬁgﬁmﬁliﬁe%x%e-sharpening

fith &) == Bl i) ¥ e £5 B FINE TUNE THE SCREW
ANGLE OF THE MAIN AXIS

-1 ETERIHE R TIE -
-2 FERfE iR - MEREE ] H 0.02mm LT

1-1 Support the dial gauge against the Milling Cutter's skot.
1-2 Inspect the Main Axis by extending back and farth. The
angle deviaticn must ba less than 0.02mm

HEIEBRERNE
USAGE OF ADJUSTING THE DIAL INDICATOR

21 SRl E R 2 R I F R S e A -

22 GEEMNNEERTEHEE QR

MRS EERER S ARENRNRERSE BE
EEEF W 7 R EE -

2-1 First, countarciockwise (oose tha Dial Indicater's locking grip

2-2 Aign the Dial Indicator and the Indicator poant at 0.000.

2-2 Adjust the Dial Indicator's angle to mest the dial gauge
far approving tha Mill's stat. Then clockwisaly screw the
lecking gnip tightly,

AR InEEAE
ADJUST THE ANGLE OF THE Z-AXIS'S BASE

31 B 10mm 7 AR F IR G - BREESRE -

LM ZWERETRRSSEEEES (UN | KRR
PR A ) -

23R 10mm AT IR SR - Rk -

3-1 Loose the locking screw counterclockwise with & 10mm
Hex Wranch

3-2 Clockwisely rotaie the bass of Z-axis lo 8°  (Add or
subtract the angle per milling cutler's screw angle)

-3 Then clockwisely lock the screw tightly with the 10mm
Hex Wrench.

= e

R Z B msE

41 [ 2imm BIOREER 7 EEE88EY - GEESHEEER -

4.2l 7 MF T EENREE  —NHERREER
i PaHEE 1-2mim) =

43 MEEEGERR 21 mim BOEER 2 BEEEELUE
EFEtAEEREE

) ]
4-1 Put the 21mm Adjustable Spannar anto the Z-axiz's
u Izcking screw and then counterchockwise loose it
L 4-7 Rotate £-axis's handwheel 1o adjust the heaight of the

Grinding Whaal. (Grinding Whaal should ba 1-2/m
higher than the milling cutter's center

4-3 After adjusting (he pasition as mentioned above, il
nesds a 21mdm Adjusiable Spanner to clockwisaly lock
the Z-axis' locking screw fighty

e -]

ADJUST THE HEIGHT OF Z-AXIS'S GRINDING WHEEL

a

ekt el
ADJUST THE ANGLE OF THE GRINDING WHEEL

51 Al 21mm MOEF FEREREESEA - R85
FEREE SRR EETECRREMRLAE
BTORERN 5 BEBRBEY AT EES ).

5-2 WA 21mm MDEFFERRETEREAZTEN S
A5 AN A -

5-13pan the 21mm Adjustabée Spanner nto the Motor Base's
Incking screw nid. Counterclockwise loose the screw
nut and than rotate the Motor Base's dial indicator {o the
required angle (ex: If the Miling Cutier's screw angle is
45 gnd then il neads 1o adjustto 47" -50° or so)
5.2Then span the Adjustabla Spanner to the Motor Basa's [ocking screw nut and lock 1t clockwizaly.

X B BE 2 BEFR TS i
USAGE OF X-AXIS'S SLIDE REST

B-1 #f X BFAR RN A 6 X AR
6-2 i X WERTREr A SRR X SR SRR -

6-1 Make the X-axis's Slide go forward by
countarclockwisa rofating the X-axis's handwhesl
6-2 Make the X-axis's Slide go backward by clockwizaly
i rotafing the X-axis's handwheel

i ;
$5% 7D BT A R R T BERE AR E
DISTANCE SETTING BETWEEN THE MILLING

CUTTER AND THE GRINDING WHEEL
BEFORE GRINDING

7-1 W) X EF R R T EREATY 15mm BIE] - (iR
B DB ) -

| Rotate X-axis's-handwheel and push the Milling
Cutter ta only 15mm frant of the Grinding \Wheel. {The
cutter edge's position basis before grinding)

i

BaRZEMAGE
USAGE OF THE CLUTCH

8 AR SRR MR o0 FIERE S SRR
Ef | RS B BEREREE ) -

B-2 WIRES MBI S mEE o0 BeRzREN
ERESETTAESRE -

&1 Counterclockwise rotate the Clutch about 30° 1o
enable the disengagement of the Clutch and the
Main Axes (Al The mean time, the Main Axis can go
forward and backward or rofate freely)

#-2 Clockwizely rofate the Cluich about 907 to enable

| the engagement of the Clutch's lead wheel and the Main Axis and operala the angle [ead process,

: B2 Combine
(’
1 ’ :

._‘__#.,.n_'--.

&t 7) BED WR T IE B 2R R

PREPARATION OF THE MILLING CUTTER
AND THE GRINDING WHEEL BEFORE
REGULATION

Y il EZ BT i
USAGE OF Y-AXIS SLIDE

10-1# Y BF R RS S el EE R D8NRI -

{0-1Rotate the Y-axis's handwheal counterclackwiza
and enable the Milling Cutter to get chose to the
Grinding Whiesl

-. _H"-\_f_-

|TEMRRHEE
REGULATION SETTING OF THE MILLING
CUTTER AND THE GRINDING WHEEL

-1 Y BFERTERH A ai RS TR RN
[ R SR - RE T T MR |

11-1Push the Y-axis's handwheel into the Milling
Cutter's slot counterclockwese. (Mind that the upper

Cutter, but the bottom edge must not touch the
Mifer Cutter. )

o,
" -

il Backward

i

MesRTIFmES2ZhE
THE ENGAGEMENT OF THE CLUTCH AND
THE WORKING AXIS

121 ST MBS H SR S L F IR ST FE
MO0

12-1After setting well the Miller Cutter and the Grinding
Wheel, clockwisely turm the grp about 90°

S

8 Y 8 O A S 5 7S R S E {F IR
ROTATE THE Y-AXIS'S HANDWHEEL
CLOCKWISELY TO GO SOME BACKWARD

- - - - - _.__\_\_\___:f_" -
- HMEREEW
POSITION THE GRINDING LENGTH

{4-1Rotala tha bottam of the Milling Cutter's slot an
the Waorking Axis and stop till it siightly touches the
Grinding Wheal

14-1 TR L 2B TR DR - MRS - i

adge of the Grinding Wheel should touch the Milling |




AR ) 2
ADJUST THE INDEXING PLATE

151 K 6mm AT 7 ER Lo EERGEN - ( T
Bt E R ) -

15-1Loose the locking screw on the Indexing Plate with a
Bmm Hex Wranch. (A8 this ime, the culting plate can
be moved or rotated freely. )

HoERL2MERRERE
LOCK TIGHT THE SCREW ON THE
INDEXING PLATE

20-1 BR—3E 6mm NBEFRCBESET
S E S e -

20-1Take one 8mm hex wrench o lock
tight the screw an the Indexing Plata
clockwisaly.

_..___h%#,._

MERERTE
GRINDING LENGTH SETTING

16-1 R R B HEWE R Smm & -
16-2 Bl emm TRAETERBR L 2 EEER RS
EHEET

16:3 WA TRMBTERAE S m i  ERM RS, -

16-1Move the Indexing Plate to the position in front of
spindie sleeve about Smm

16-2Usa the Bmm Hex \Wranch 1o clockwisaly lock the
scraw fightly on the indexing Plate.

16-3Lock the screw nut counterclockwise undil it touches
the Indexing Plate.

B B R Y R
ADJUST BOLT POSITIONING SLIDE

171 AT -
17-2 EEE (R 2 1 R 5 B -

17-1Rotate the Main Axis backward and maks it positioned
17-2Unscrew the grip of Bolt Positioning Slide
counterclockwise

= .

ELUHBRERERHEE
REGULATION SETTING OF THE LOCATION
PIN SLIDE'S LENGTH

18-1 JEHRE L M RRE S Bl TR -
18-z B ELHRE L RFURRESmREREE -

18-3 F E Bmm S EIRF IR 7 R R R - |

18-1Align the Location Pin Skde of the Bolt Slide in the
cenler of the Angla Indexing Flate

18-2Lock tight the grip of the Location Pin Slide clockwisaly

18-3Usza a 6mm Hex Wrench to loose the screw on the
Indexing Plate counterclockwise

0 TIRRE R BR L iR AR E (i
MILLING CUTTER DISENGAGE FROM THE GRINDING
WHEEL AND TURNING BACKWARD TO BE POSITIONED

251 IR SR (L ERM RS R T ) . |
25-2 AN 26272829 F—RINIERREE EiT 2324 2587 |
AR -

25-1Tum tha Warking Axis counterclockwize to the and. (In order to go
back to the basis position of the Milling Cutter before gnnding)

26-ZRepaat the processes 26, 27, 28 and 29. Afler making the setling
before next grinding of the slot, go on tha Milling Cutier Grinding
processes of 23, 24, and 25

CONFIRMATION BEFORE GRINDING

HAMETHRRTHREELTHE -
21-2 EEEUKMSERRNETHE -
21-1FERE | WHERTTIFR0E R F (IR, ) -

#1-1Check if the Working &xis is close to the
Vilorking Sleeve

21-2Check if the Locathion Pin iz akgned with
the Indexing Flate skat

21-3Finished (The basis position of tha Cutter
before grinding)

BESE
ACTIVATE THE MOTOR

- e s HEERETE  EEE
ERREERR (I EERE TERES.L)

22-1Press the green button on the contral
baox, and it will aclivate the grinding
whesl axis mofor, {Press the red bution
ta stop tha motor)

e

it 7) B =
MILLING CUTTER SLOT GRINDING

201 W LR R SN - bR T
BAE TS S R R A -

23-1Turn the Working Axis clockwisaly, now
the Milling Cutter on the Working Axis will
turn the direction to the Grinding Wheel

MESRETIMES

Ba el
DISENGAGEMENT OF CLUTCH AND MAIN AXIS

261 BAME AT ENBNAMENN 0 EREBNTH |
BH T -

26-1Tum the Clutch grip-of the Fartition Plate counterciockwise about
80 degrees in order to disengage the Clulch and Woarking Axis.

MERIF—NIREREMRTE

POSITION SETTING OF THE GRINDING MILLING
CUTTER'S NEXT CUTTER

-1 NAENT) ) B IHME RSN REEE S ER =R
T -
27-2 B A L2 B F AR R 70 PR o B AR 3 IR -

27-1{If the Cutier has four bladed) Turn the Working Axis counterciockwise
1o the 3rd slot of the Indexing Plate to afign the bolt,

27-2Turn the grip of the Location Pin counterclockwise inta the 3rd slot
of the Indexing Plate.

= =

ENGAGEMENT OF THE CLUTCH AND MAIN AXIS

26-1 O ENE RS MILTE DR S 00" - HEFRESH
BEHRER S I 172 -

28-1Push the grip of the Clutch on the Indexing Plate clockwisely about |
80 degrees, Now the Clutch and Main Axis is engaged and able o
operata tha lead process,

AERBREEMHHERTE
REGULATION SETTING OF INDEXING PLATE
SLOT AND LOCATION PIN

101 HBESERE 12 HEsEEOH -

192 MG EAIE B FERaE e el -

15-14lign the 12th skot of the Angle Indexing Plate with the
Location Pin

18-25crew the grip of the Location Ball into the siod
counterclockwise

H7)REMEE R EER
MILLING CUTTER SLOT GRINDING
TO THE BOTTOM OF SLOT

24 I HETRES St A m EEE R 2
BETRANEER | ] e E ) -

24-1Grinding the Working Axis clockwisely
to the end of Milling Cutter Slot. (maks
it run clockwise and counterclockwiza
grinding)

TE fi tH LR 53 2 AR IR (F
OPERATION OF THE LOCATION PIN DISENGAGED
FROM THE INDEXING PLATE

26.1 WEGE L2 R F RS m e 200" B .
20-2 UEEFE (i R R A o A W
20-73 B4 23.24.25 70 R E M ERE -

28-1Tum the gnp of the Location Pin chockwisely about 200 degrees

20-IMow the Pasiticn Bolt = aboul to disangage from the slol of tha
Indexing Plate.

25-3Grinding operation an 23, 24, and 25 of the Cutter Slol is workabis



