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. Clutch bracket stand Angle fixing stand = BB J . Endmill Helix e,shanpe)‘n‘ﬂngj LI-HSUN
Dial gauge calibrator ﬁﬁ%ﬁ?ﬁi%fﬁ}é}? ﬁfgﬂ%ﬁifé
Helix adjusting stand Bolt for rotary table
AHEFTFITIEEE
Route adjusting stand 12 iﬂ% -\FFEA

Rotary table with 12 equal parts

10 FR D ER
Rotary table with 10 equal parts

BE®

Angle Plate Grinding

Rotary table

& A fid = STANDARD ACCESSORIES

FIEERESE Taper grinding device
10,12 {353 E 88 One Indexing plate 10,12 divisions

A fEA T E—E One set of operating tools
%’\ﬁﬁ‘g Patent p*’e)ﬁ‘dﬂﬁfg {R{EE One operating instruction manual
- - fbE/ Grinding SDC (1.5mm » @8-12 mm ) SDC (2.0 mm » @12-32 mm ) $5A= FJ Carbide Only
C5 fRi%& Collet @12 > 916 - @20 > @25 > @32 mm > E{E Diameter @50 mm
7J#2 Holder / f&j3& Collet C20-SSK10-80L » X 1 pcs (26 » @8 » 10 mm )

et 3848 SPECIFICATIONS

i=] -
H,E;-E Tool dimeter | - @8-@32mm HERR BG4 OPTIONS
JIREMRIERE Spiral length with workhead spindle 160mm B8 Grinding © CBN(1.5mm > @8-12 nm ) CBN(2.0 nm » 12-32 nm ) HSS BA HSS Only
TEERIFIEITIE Longitudinal travel of workhead 150mm
TEEBBIZAITIE Cross travel of workhead 130mm o
REREEAY LT 1742 vertical movement of wheel head 50mm AT 1E MACHINE FEATURES
o Tilti le of wheel h +90° - EH-832 {6 7] H & BHEEKRRE — 82 IhEE - ME S RIR(ERIHEES - FREEIgk7]) - E@m&t7) - SERZ8E7) ~ $HELT) - imst 7] -
SRR BE Tilting angle of wheel head 90 BREAT « EIFT) - 2 7]~ 3 3] - ShTVREEE TS (2,34,5,6 ) )5 ESACHHIE -
OERIRFLFIE Workhead spindle C5 The universal tool & cutter grinder Model EH-832 is versatile in operation without requiring special skills. All milling cutters,
ZEEE R Eﬂ?ﬁﬁﬂ'ﬂ/ﬁ% B s —EBAEEEHE 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, 5flutes, 6 flutes.

- hEshitBMSEENGESRIR - TRIEESRESTE EH832 LM -

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

1RfiEA Helix anle 0" - 90° The Model EH-832 is designed to sharpen HSS and carbide toolings in small and medium quantities.
EgFL1€ Grinding wheel Bore 19.06mm - NERE— RIS - EA S - B - 58 -
iR AKER Grinding wheel diameter Max. 90mm 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 tool.
) Grinding motor 0.25KW
ilat J _ - R AEN R A LR -

WiEREEESE Grinding wheel direction 1E#% Clockwise A few seconds set up time for helix angle.
W EREEE Grinding spindle spds 4800 R.P.M.(250w-300w) - WREBYEEET) RS - S THMAIREES A EEERBR - USRI ESHESHBENBLENR -
H4S8RE Net weight 57KGS 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.

#2SMER~T Dimensions 860X430X500mm S E LR R — MR - LSS « ERE -

BIE Power supply AC110/AC220 50/60Hz The heavy duty compound slides and one piece cast-iron base provide extra rigidity and minimize vibration.

- RARRERGETT R ER T - RIEABSRARTRERTBREREHSE » LB E » TRITE -

Specifications and design characteristics are subject to change without prior notice.
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2{EF2F OPERATIONS

e BR = #hAY 4R hiE A B FINE TUNE THE SCREW
ANGLE OF THE MAIN AXIS

1-1 B EREHEESR TGS -
1-2 FbfREFHREERS - AEREE/R 0.02mm BT o

1-1 Support the dial gauge against the Milling Cutter's slot.
1-2 Inspect the Main Axis by extending back and forth. The
angle deviation must be less than 0.02mm.

R EWAE
ADJUST THE ANGLE OF THE GRINDING WHEEL

5-1 f 21mm BORFFERZE T EIZER @ T8 5
B FREIRNE - BEBRZETEZRREMFZEE (10
STNMRRERR 45" BEFERBEK 47-50 BER) -

5-2 BA 21mm FRRFFESEZEE EIRERTIREE 75
LEEES I

5-1Span the 21mm Adjustable Spanner into the Motor Base's
locking screw nut. Counterclockwise loose the screw
nut and then rotate the Motor Base's dial indicator to the
required angle (ex: If the Milling Cutter's screw angle is
45', and then it needs to adjust to 47° -50° or so).
5-2Then span the Adjustable Spanner to the Motor Base's locking screw nut and lock it clockwisely.

HERERERSE
USAGE OF ADJUSTING THE DIAL INDICATOR

2-1 5§ BB 2 EE IR FEHRFE 5 MFR -

22 PERHAERRETERER 02 -

2-3HE P ERAEIS B S SIRASBEERS - B
EERFEIRRFE SR EREE -

2-1 First, counterclockwise loose the Dial Indicator's locking grip.

2-2 Align the Dial Indicator and the Indicator point at 0.000.

2-3 Adjust the Dial Indicator's angle to meet the dial gauge
for approving the Mill's slot. Then clockwisely screw the
locking grip tightly.

YHBEZERTSE
USAGE OF Y-AXIS SLIDE
10-1 46 Y BT BRI AR S 5 IR BRIV ELLSEE RS -

10-1Rotate the Y-axis's handwheel counterclockwise
and enable the Milling Cutter to get close to the
Grinding Wheel.

XHiBEZERTSIE
USAGE OF X-AXIS'S SLIDE REST

6-1 #% X B FERITARFEN 5 N AT X S5 EERTAE ©
6-2 1§ X S FERTEIRFFEt 75 RAEEE nl (& X $hiE EER IR

6-1 Make the X-axis's Slide go forward by
counterclockwise rotating the X-axis's handwheel

6-2 Make the X-axis's Slide go backward by clockwisely
rotating the X-axis's handwheel.

B e

HEZHEEAR
ADJUST THE ANGLE OF THE Z-AXIS'S BASE

3-1 R 10mm AR FESEE SR - RRETER -

3-211% Z B EETEIRREET 5 REBENE 8° {UE (fkEtTIMRNE
BETEMIREAE ) -

3-3BA 10mm \NERFEIEFEFE M - iSIRHHEE -

3-1Loose the locking screw counterclockwise with a 10mm
Hex Wrench.

3-2 Clockwisely rotate the base of Z-axis to 8" (Add or
subtract the angle per milling cutter's screw angle).

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

. Y

it 7] BL 5 B 43 B4 BR TE
REGULATION SETTING OF THE MILLING
CUTTER AND THE GRINDING WHEEL

11-1 1 Y BhFERIEFREE 75 I HEESR T B HEE AR &R A
(CEEWEE LiENERT) - MR T BT SNERT ) -

11-1Push the Y-axis's handwheel into the Milling
Cutter's slot counterclockwise. (Mind that the upper
edge of the Grinding Wheel should touch the Milling
Cutter, but the bottom edge must not touch the
Miller Cutter.)

&t 7] B 5 SR B E B BE A AR

DISTANCE SETTING BETWEEN THE MILLING
CUTTER AND THE GRINDING WHEEL
BEFORE GRINDING

7-1 8 X e FimtHES 7 ERERAIAY 15mm EDRT o (
ERi DT EEFEE ) o

7-1Rotate X-axis's handwheel and push the Milling
Cutter to only 15mm front of the Grinding Wheel. (The
cutter edge's position basis before grinding)

HE Z#@msE
ADJUST THE HEIGHT OF Z-AXIS'S GRINDING WHEEL

4-1 A 21mm BINRFEE 7 METIRER + %R 505 o

4-2 48%) 7 BhFEREN T RBMWBRSE (—RAERRESRH
$ETIH 0L 1-2m/m) ©

| A-3MEAREMABER 21m/m BORFS Z shE E 28 LAUE

RSt A EEREE

| 4-1Put the 21mm Adjustable Spanner onto the Z-axis's

locking screw and then counterclockwise loose it.

. | 4-2Rotate Z-axis's handwheel to adjust the height of the
Grinding Wheel. (Grinding Wheel should be 1-2/m
higher than the milling cutter's center.

4-3 After adjusting the position as mentioned above, it
needs a 21m/m Adjustable Spanner to clockwisely lock
the Z-axis' locking screw tightly.

#5& Combine

e
BSRETFMESZHE
THE ENGAGEMENT OF THE CLUTCH AND
THE WORKING AXIS

12-1 ST SR E A RSB S BT FRIRFFEE TS R HEEE
HOE -

12-1After setting well the Miller Cutter and the Grinding
Wheel, clockwisely turn the grip about 90° .

RMSRZERGE
USAGE OF THE CLUTCH

8-1 HSRE S RATURFE 5 MBI 00" TIfERES RARAE
T8 ( FEUEF B R EnERREEE) ) -

8-2 HEBt S SATIRFFE 5 EEENH0 90" B S8 2 TR
IR SETAESE -

8-1 Counterclockwise rotate the Clutch about 90° to
enable the disengagement of the Clutch and the
Main Axis (At the mean time, the Main Axis can go
forward and backward or rotate freely).

8-2 Clockwisely rotate the Clutch about 90° to enable

the engagement of the Clutch's lead wheel and the Main Axis and operate the angle lead process.

e

A% Y 8 F En IR 88 5 @B (EMNR
ROTATE THE Y-AXIS'S HANDWHEEL
CLOCKWISELY TO GO SOME BACKWARD

&t 7] S50 & 43 LE 5 2 0

PREPARATION OF THE MILLING CUTTER
AND THE GRINDING WHEEL BEFORE
REGULATION

Bt BB = 7€ il
POSITION THE GRINDING LENGTH

14-1 888) T 488 b2 5t T)BHEIRED - SR RIR R AL -
14-1Rotate the bottom of the Milling Cutter's slot on
the Working Axis and stop till it slightly touches the
Grinding Wheel.




12{EF2F OPERATIONS

15 )0
3

RESER
ADJUST THE INDEXING PLATE

15-1 F 6mm NARFES ER FREFRGER - (2B
B ILRFR] AR B TS BNk AR ) -

15-1Loose the locking screw on the Indexing Plate with a
6mm Hex Wrench. (At this time, the cutting plate can
be moved or rotated freely.)

1§ ER EZRHARETE
LOCK TIGHT THE SCREW ON THE
INDEXING PLATE

201 BE—3% 6mm ABRFHSERZEE
SRHEIRR S5 I REN T -

20-1Take one 6mm hex wrench to lock
tight the screw on the Indexing Plate
clockwisely.

MERERE
GRINDING LENGTH SETTING

16-1 1§53 BT B TEAEERIHI 5Smm & -

16-2 BHY 6mm SNAERFA S ER L2 EFRHEIREE 75
EHSREE

16-3 B TIRIBIREHRFE S RS - ErBSERRIL -

16-1Move the Indexing Plate to the position in front of
spindle sleeve about 5mm.

16-2Use the 6mm Hex Wrench to clockwisely lock the
screw tightly on the Indexing Plate.

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

i EE R ERE
CONFIRMATION BEFORE GRINDING

211 EIHSHETHHEEERESR -
21-2 BREMHE P EREERTHIE -
21-3 5eRk (FREERI T TR B EE (IR )

21-1Check if the Working Axis is close to the
Working Sleeve

21-2Check if the Location Pin is aligned with
the Indexing Plate slot.

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

it T BB EY B 1E 1% NE PR E (L
MILLING CUTTER DISENGAGE FROM THE GRINDING
WHEEL AND TURNING BACKWARD TO BE POSITIONED

25-1 ¥ TR sas st A Mz ERE (LA ERIMERMS T EEEME)
25-2 BEE 26.27.28.29 T—BIBMEERIZR & » 5817 23.24.25 #£7)
S EENE -

25-1Turn the Working Axis counterclockwise to the end. (In order to go
back to the basis position of the Milling Cutter before grinding)

25-2Repeat the processes 26, 27, 28, and 29. After making the setting
before next grinding of the slot, go on the Milling Cutter Grinding
processes of 23, 24, and 25.

RS 2% B X i At
DISENGAGEMENT OF CLUTCH AND MAIN AXIS

26-1 5 ER E 2B G RIEF AN S MEEEH 00" ERSamETH
EhAR K -

26-1Turn the Clutch grip of the Partition Plate counterclockwise about
90 degrees in order to disengage the Clutch and Working Axis.

FA Open

Y
R BN TE (LB
ADJUST BOLT POSITIONING SLIDE

17-1 B BHEEEE (118
17-2 BRI EALE B Z B FEHFES R o
17-1Rotate the Main Axis backward and make it positioned.

17-2Unscrew the grip of Bolt Positioning Slide
counterclockwise.

$HEX Locking

ENHBERERHEE
REGULATION SETTING OF THE LOCATION
PIN SLIDE'S LENGTH

18-1 H§IEA R EE E 2 BB ERAE S ERPR -
18-2 BASE (I1H 8 EE £ 238 F LURRF 75 [m1 fESEEE ©
18-3 B F 6mm N EIRF RS 75 MRS k2 88k o

18-1Align the Location Pin Slide of the Bolt Slide in the
center of the Angle Indexing Plate.

18-2Lock tight the grip of the Location Pin Slide clockwisely.

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

BESE
ACTIVATE THE MOTOR

22-1 IERIE EZRBRMETTE - EER
PR ERESE (A eRMETRRERL)

22-1Press the green button on the control
box, and it will activate the grinding
wheel axis motor. (Press the red button
to stop the motor)

e e

WESTIT—7) )73 ERE MRE
POSITION SETTING OF THE GRINDING MILLING
CUTTER'S NEXT CUTTER

27-1(SN7IFI2 M) ) 18 THEHEH RS 5 MADEE 5 BB E =B g
AR o

27-2 BISEMN L ZIBFEHRF A RinE S EHRE 3 BER -

27-1(If the Cutter has four bladed) Turn the Working Axis counterclockwise
to the 3rd slot of the Indexing Plate to align the bolt.

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

e

Ht7)iBIEHE
MILLING CUTTER SLOT GRINDING

23-1 1§ T Eh{EIRRFET 588D - b T
8 b2 ST B R ER T 5 fEsE SEE S -

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

—

RERBEEEMEHIERE
REGULATION SETTING OF INDEXING PLATE
SLOT AND LOCATION PIN

19-1 i AEDEBE 12 BIEEEFE -
19-2 BISEAEIEFAEHRFE 75 mEEEE -

19-1Align the 12th slot of the Angle Indexing Plate with the
Location Pin.

19-2Screw the grip of the Location Bolt into the slot
counterclockwise.

MosEEmES
ENGAGEMENT OF THE CLUTCH AND MAIN AXIS

28-1 P ER EZBERETF - FIRFEFHARAEER 00" - HHBHSHE
HIMERES U eETEE -

28-1Push the grip of the Clutch on the Indexing Plate clockwisely about
90 degrees. Now the Clutch and Main Axis is engaged and able to
operate the lead process.

S

HT)BIEHEEBIEEL
MILLING CUTTER SLOT GRINDING
TO THE BOTTOM OF SLOT

24-1 Y5 THEBEIERS S BB ITERS « &
S T)BABEEE (AT NS ) -

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

Y

E DT 53 B AR IR (E
OPERATION OF THE LOCATION PIN DISENGAGED
FROM THE INDEXING PLATE

29-1 S FENMAY £ 2B F1FIBREE A mAEEER 200° & o
29-2 MW E MBI EIREE D B 2B o
29-3 AJ{E 23.24.25 J)J)iEFER IR EEED{E -

29-1Turn the grip of the Location Pin clockwisely about 200 degrees.

29-2Now the Position Bolt is about to disengage from the slot of the
Indexing Plate.

29-3Grinding operation on 23, 24, and 25 of the Cutter Slot is workable.




