Super Simple / Super Easy / Super Fast / Super Efficiency

Adjustable Pin |
|
IX. 4 Flute End Mill Grinding Preparations ‘
1. Secondary Relief Grinding Shelf () (Fig. 9-1) Shelf (D \ |
e
(D Move the adjustable pin on the Shelf (I) from the top to bottom. i
(2 Adjust the cutting face adjustment device to “0”,
|
after finishing the whole sharpening procedure, w
then adjust this device according to your needs. 4
(See chapter “IV. The use of the Cutting Face Adjustment Device”) = \ Adjustment
By Device
2. End Gash Grinding Shelf (II) (Fig. 9-2) Fig. 9-1
Insert 3 & 4 Flute End Gash Bushing into the Shelf (1I), align No.(1 - 3)
3&4Flute

of the bushing to the pin on the shelf, then insert it to the end.

% The @ pink mark of the bushing should align to the Shelf
@ pink mark on the shelf when inserting the bushing.

End Gash Bushing

3. Cutting Face Grinding Shelf (III) (Fig. 9-3)
e For grinding the diameter from ®3.0 - 8.0 mm.
@D Adjust the Shelf (ITI) to 12°.

(2) Choose 4 Flute Cutting Face Bushing (12 deg). | —
e For grinding the diameter from ®8.1 - 12.0 mm. Shelf (111)

(D Adjust the Shelf (I1I) to 7°. |

(2) Choose 4 Flute Cutting Face Bushing (7 deg). [ 4Fue |
e For grinding the diameter from ®12.1 - 20.0 mm. Cu;ﬂ:giﬁgce

(D Adjust the Shelf (I1I) to 3°.

(2) Choose 4 Flute Cutting Face Bushing (3 deg).

Insert the proper bushing into the Shelf (III), align No.1 of Angle
the bushing to the pin on the shelf, then insert it to the end. Indicator 0
X The @ green mark of the bushing should align to the |

® green mark on the shelf when inserting the bushing. Fig. 9-3

End Mill
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X. 4 Flute End Mill Grinding Process Resharpener
Grinding procedure: 1, 11, 11 Model GS-76
Turn the power switch on and wait about 10 seconds until the motor rotation is stable. End Mill Diameter ©3 ~ 20mm
. . . o o Power Supply AC110V 50/60Hz / AC220V 50Hz Single-Phase(Opt.)

% Do not hold the end mill shank while grinding, it may affect the grinding accuracy. R.P.M of Motor 5300 RP.M.

1. 4 Flute Secondary Relief Grinding (1) (Fig. 10-1) Grinding Wheel [ SD#200 ( For Carbide End Mill) (Included A,B,C,D,E,F 6pcs) O Fa St g rin d IN g
Insert the chuck set into the Shelf (I), align Slot No.1 of clamping nut to the two pins Weight of M;chine '\gw' 14-3K%6/ G.W. 127'0K9 R ] e il ety inut

. L. . Machine Size L:300mm, W:165mm, H:245mm eqgarina an cnhnamiil wi IN one Mminute

on the shelf, push the chuck set gently until the grinding noise stops. Machine Packing Size L: 380mm, W: 245mm, H: 325mm g
Turn the chuck set to grind the Slot No.2, Slot No.3 and Slot No.4 in the same way. ER25 Collet x 8 pcs (3.0,4.0,6.0,8.0,10.0,12.0,16.0,20.0mm)

O Easy to learn

Bushing x 6pcs

Standard Accessories
2. 4 Flute End Gash Grinding (II) (Fig. 10-2) Chuck Set x 3 sets (4pcs) . :
D . . . Adapter 3,4,6,8,10mm O E
(U Insert the chuck set into the bushing on the Shelf (II), align Slot No.1 to the Hexagon Wrench 4mm x 1, 3mm x 1, 2mm x 1 CO n 0 m |C p | Ce

two pins where marked as No.(1 - 3), push the chuck set gently until the
grinding noise stops. Turn the chuck set to grind the Slot No.3 in the same
way, then take the chuck set out.

(2 Turn the bushing to No.(2 - 4), align No.(2 - 4) to the pin on the shelf, then
insert it to the end.

Optional Accessories CBN#200 A,B,C,D,E,F Grinding Wheel For HSS End Mill

3 Insert the chuck set into the bushing, align Slot No.2 to the two pins where
marked as No.(2 - 4), push the chuck set gently until the grinding noise stops.

Turn the chuck set to grind the Slot No.4 in the same way.

3. 4 Flute Cutting Face Grinding (III) (Fig. 10-3)
(D Insert the chuck set into the bushing on the Shelf (I1I), align Slot No.1 to
the two pins where marked as No.1, push the chuck set gently until the
grinding noise stops, then take the chuck set out.

(2 Turn the bushing to No.(2 - 3 - 4), align No.(2 - 3 - 4) to the pin on the shelf,
then insert it to the end.

(3 Insert the chuck set into the bushing, align Slot No.2 to the flat key where
marked as No.(2 - 3 - 4), push the chuck set gently until the grinding noise stops.

Turn the chuck set to grind the Slot No.3 and Slot No.4 in the same way.
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GS-76

End Mill Resharpener

I. Choose of Grinding Wheel & Accessories & Collet

—_

. Please unplug the power cord before changing grinding wheel.

. Choose the proper grinding wheel according to the material of end mill.
® Carbide / Tungsten material end mill use SD grinding wheel (Standard).
® HSS material end mill use CBN grinding wheel (Optional).

. For grinding Shelf (1) and Shelf (Il), there are five different sizes of grinding wheel.
Choose the proper grinding wheel according to end mill’s cutting diameter
® Grinding Wheel A is for grinding the diameter from ©3.0 mm - ©5.0 mm.
® Grinding Wheel B is for grinding the diameter from ©5.1 mm - ®8.0 mm.
® Grinding Wheel C is for grinding the diameter from 8.1 mm - ®12.0 mm.
® Grinding Wheel D is for grinding the diameter from ®12.1 mm - ®16.0 mm.
® Grinding Wheel E is for grinding the diameter from ®16.1 mm - ©20.0 mm.

4. Choose the proper bushing and chuck set according to the number of flute.

5. Choose the proper collet according to end mill’s diameter.

N

w

II.Chuck Set Assembly Steps

1. Make sure there are no dust or scraps inside the clamping
nut,collet and collet holder.

2. Put the collet into collet holder by 45° angle. (Fig. 2-1)

3. Screw in a little bit by clamping nut, then insert end mill shank
into the clamping nut until the end mill tip is about 5 mm out
of the clamping nut (Fig. 2-2), slightly screw the chuck set to

Collet

‘ Collet Holder

Fig. 2-1

tighten the end mill a little bit.

% Do not fully tighten the chuck set, make sure end mill can
still be adjusted.

4.Turn the longer cutting edge of end mill to be parallel to the

Slot No.1 of the clamping nut.(Fig. 2-3) End Mill

2 Flute End Mill 3 Flute End Mill 4 Flute End Mill

T

Clamping Nut i

‘ Slot No.1 Slot No.1 /{ Slot No.1 '
= \Parallel Parallel = \Parallel Fig. 2-2
S N // Extension ”
—{Longer cutting edge] |Longer cutting edge| Longer cutting edge] Rod
Fig. 2-3 . -»> 2
End Mill 9

9 s . . "% Hexagon

% If the end mill is too short, the extension rod in the accessory Wrench
is available for use. Fig. 2-4

Choose the proper extension rod according to the end mill’s

shank diameter. Insert end mill’s shank into the extension rod,
and use 2 mm hexagon wrench to tighten the side screw of
the extension rod to secure the end mill. (Fig. 2-4)

% When assembling with the chuck set, put it in from the rear
of the chuck set. (Fig. 2-5)

Chuck set

II1. The use of the Positioning Shelf

1. Preset the position of the alignment block. (Fig. 3-1)
(D Loosen the set screw by counterclockwise.
(2) Pull out the alignment block to the end.

2. End mill positioning (Fig. 3-2) :

(D Align Slot No.1 of the clamping nut to the pin on the positioning
shelf, insert the chuck set into the positioning shelf and fit them
with no gaps, then turn the chuck set clockwise until it stops by
the pin.

No gap between
chuck setand the
positioning shelf

(2) Slowly move the alignment block inward.

(3) Push the end mill to the end and slowly turn it clockwise until
the outer corner of the end mill’s longer cutting edge touches
the tip of the alignment block.

(@ Turn the set screw clockwise to lock the alignment block.
(5 Tighten the chuck set to secure the end mill.

w

Fig. 2-5

@

Fig. 3-1

. Gently turn the chuck set counterclockwise and take it out,
make sure the end mill’s longer cutting edge is parallel to
the Slot No.1 of clamping nut (See Fig. 3-3).

% If the end mill's longer cutting edge is

angled away from the Slot No.1 of clamping
nut (Fig. 3-3), change to the alignment
block with a notch on the front, insert with
the notch facing up (Fig. 3-4), then
reposition the end mill.

~\ Slot No.1

% Make sure the positioning result is correct

before starting the grinding procedure. | Incorrect

Alignment block %

Fig. 3-8

Fig. 3-4

IV. The use of the Cutting Face Adjustment Device

This device is to adjust the width of the cutting face. (Fig. 4-1)

Cutting Face width

S

1. Please turn it to “-" direction to the end then set to “0".

2. Turn to “+" direction to decrease the cutting face width.

u_n

Turn to “-" direction to increase the cutting face width.

Fig. 4-1

V. 2 Flute End Mill Grinding Preparations

1. Secondary Relief Grinding Shelf (I) (Fig. 5-1)
(D Move the adjustable pin on the Shelf (I) from the bottom to top.
(2) Adjust the cutting face adjustment device to “0”, after finishing
the whole sharpening procedure, then adjust this device
according to your needs.
(See chapter “IV. The use of the Cutting Face Adjustment Device”)

Adjustable Pin |

Adjustment
Device

2. Cutting Face Grinding Shelf (II1) (Fig. 5-2)
(D Adjust the Shelf (I1I) to 3°.
@) Insert 2 Flute Cutting Face Bushing into the Shelf (III),

Fig. 5-1

Shelf (111)

align No.1 of the bushing to the pin on the shelf, then 2 Flute
Cutting Face
Bushing

insert it to the end.

% The @ green mark of the bushing should align to the
® green mark on the shelf when inserting the bushing.

Angle
Indicator

VI. 2 Flute End Mill Grinding Process

Grinding procedure: |, l11, Il

Turn the power switch on and wait about 10 seconds until the
motor rotation is stable.

% Do not hold the end mill shank while grinding, it may affect the
grinding accuracy.

1. 2 Flute Secondary Relief Grinding (I) (Fig. 6-1)
Insert the chuck set into the Shelf (I), align Slot No.1 of clamping nut to
the two pins on the shelf, push the chuck set gently and turn it clockwise
and counterclockwise until the grinding noise stops.
Turn the chuck set to grind the Slot No.2 in the same way.

2. 2 Flute Cutting Face Grinding (III) (Fig. 6-2)

(D Insert the chuck set into the bushing on theShelf (II),
align Slot No.1 to the two pins where marked as No.1, f i
push the chuck set gently until the grinding noise stops.

(2) Take the chuck set out and turn the bushing to No.2,
align No.2 to the pin on the shelf, then insert it to the end.

@ Insert the chuck set into the bushing, align Slot No.2 to
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the two pins where marked as No.2, push the chuck set
gently until the grinding noise stops.

3. 2 Flute End Gash Grinding (II1I) (Fig. 6-3)
Insert the chuck set into the Shelf (IT1I),
align Slot No.1 to the two pins on the shelf,

push the chuck set gently until the grinding noise stops.
Turn the chuck set to grind the Slot No.2 in the same way.

VII. 3 Flute End Mill Grinding Preparations

1. Secondary Relief Grinding Shelf (I) (Fig. 7-1)
(D Move the adjustable pin on the Shelf (I) from the bottom to top.
(2) Adjust the cutting face adjustment device to “0”,

after finishing the whole sharpening procedure,

then adjust this device according to your needs.

(See chapter “IV. The use of the Cutting Face Adjustment Device”)

2. End Gash Grinding Shelf (II) (Fig. 7-2) Insert 3 & 4 Flute
End Gash Bushing into the Shelf (II),
align No.(I - II) of the bushing to the pin on the shelf,
then insert it to the end.

% The @ pink mark of the bushing should align to the
@ pink mark on the shelf when inserting the bushing.

3. Cutting Face Grinding Shelf (III) (Fig. 7-3)
D Adjust the Shelf (ITD) to 3°.

(@) Insert 3 Flute Cutting Face Bushing into the Shelf (I1I), align No.1

Shelf (1)

SR

Adjustment
BTy Device

3&4Flute
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nd Gash Bushing
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Fig. 7-1

of the bushing to the pin on the shelf, then insert it to the end. |  3Fiute
Cutting Face
Bushing

% The @ green mark of the bushing should align to the

® green mark on the shelf when inserting the bushing.

VIII. 3 Flute End Mill Grinding Process

Grinding procedure: |, 11, 11l

Turn the power switch on and wait about 10 seconds until the motor rotation is stable.
% Do not hold the end mill shank while grinding, it may affect the grinding accuracy.

1. 3 Flute Secondary Relief Grinding (I) (Fig. 8-1)
Insert the chuck set into the Shelf (I), align Slot No.1 of clamping nut
to the two pins on the shelf, push the chuck set gently and turn it
clockwise and counterclockwise until the grinding noise stops.
Turn the chuck set to grind the Slot No.2 and Slot No.3 in the same way.

2. 3 Flute End Gash Grinding (II) (Fig. 8-2)

(D Insert the chuck set into the bushing on the Shelf (II),
align Slot No.1 to the two pins where marked as No.(I - II),
push the chuck set gently until the grinding noise stops.
Turn the chuck set to grind the Slot No.2 in the same way.

(2) Take the chuck set out, turn the bushing to No.(III),

align No.(I1I) to the pin on the shelf, then insert it to
the end.

(3 Insert the chuck set into the bushing, align Slot No.3
to the two pins where marked as No.(II), push the
chuck set gently until the grinding noise stops.

3. 3 Flute Cutting Face Grinding (I1I) (Fig. 8-3)

(D Insert the chuck set into the bushing on the Shelf (III),
align Slot No.1 to the two pins where marked as No.1,

push the chuck set gently until the grinding noise
stops.

(2) Take the chuck set out, turn the bushing to No.(2 - 3),
align No.(2 - 3) to the pin on the shelf, then insert it to
the end.

(3 Insert the chuck set into the bushing, align Slot No.2
to the two pins where marked as No.(2 - 3), push the
chuck set gently until the grinding noise stops.

Turn the chuck set to grind the Slot No.3 in the
same way.




