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FAST END MILL RE-SHARPENING

| GH-413E5F 5055 |

ZL 200720150355.4
ZL 200720140706.3

Japans831383105%
M3218295%
M3251825%

US7,473,163B15%
Nr 2020070152582

4 Flutes 3 Flutes 2 Flutes LS S
M321829
RN BUSR Model  HWHEESEE Capacity  f5iE Motor / 85 Speed EE Weight B®&RRYLXWXH

GH-413 4mm - 13mm 450w / 6000 rpm 17kgs 310 x 260 x 290

GH-1225 12mm - 25mm 1000w / 4500rpm 30kgs 360 x 290 x 340
Pl =3 #E7)IRES 6 ° #HERE 20° #I)EEE 30°

Axial angles | Third angle 6 ° Primary angle 20 ° Second angle 30 °
TR AC110V/AC220V 50/60HZ

Power

(=R STANDARD ACCESSORIES XSDCH#5SZ F(Carbide) CBNSZEHiE F(High Speed)

EIFER Cable 1 SET
fRbEH Fuse 2 PCS

JTUEIRF  Hex keywrench 1 PCS 4mm
GH-413 SDC300# (4mm~5mm, carbide end mill) Carbide
. GH-413 SDC300# (6mm~13mm, carbide end mill) Carbide
§ 1 D d wheel
AW Diamondwheel -\ o5 CBN150# (12mm~25mm, High Speed end mill) HSS
GH-1225 SDC150# (12mm~25mm, carbide end mill) Carbide
Y] ER chuck 2, 4 flutes 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)

— [m7EH
for 2 and 4 Flute End Mill =7j=mm

for 3 Flute End Mill

YFRIBC OPTION ACCESSORIES

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

GH-413 CBN270# (6mm~13mm, High Speed end mill) HSS

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

fEAWER Diamond wheel




Gl e £ TR EER MR | OPERATIONS

” RSt /)R BAHE B3R R "iwEt )" 2485 Setup the end mill to the ER collet holder

*FEIK CYIER].2.3.4. 2 5% o "RNHE"

1. BEERSIESERDE - BEFEEEZERETIEM -

2. S ERLIEERE i AR HRIRE

3. HIRABRA » WERHEKIZSmMmER -

4 RTIRIEESE AR RIS VR BRI 7] » W AKVEREAERET 1T » DIEEITIRIIEN

* 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.
B2 Ihnsledrt 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.

TENIELR
Alignment Block

TENIFE
Alignment Base

2. IREERRIA 20°
NO.2 FOR SCREW RADIAL
ANGLE 20°

~—

e

BUKE Magnified Part

%E?ﬁﬁﬁﬁﬂ%@ﬁﬂﬁéﬁﬁ — — g

B ] : ,
P - NO.3 FOR CUTTING m RIEREAL -NO.I Align end mill - NO.|

Fixed Block ANGLE 6. THIS OVAL | * BB IEERY - EBEIHER SRR RET A% I510mmEZ)

SHAPED HOLE ALLOWS
HOLDER UNIT TO MOVE
ON AXIS TO GRIND ALL
SURFACE OF END MILL.

EFEZE10 mm)
*Set 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.)

E¥EE (benchmark notch)

(Harden treatment to protect
the alignment base)

_EZEE (benchmark notch) E_%?E (benchmark notch) p
S | | : 120 e
o B o B
< c P =
8y £y
o S R = 2=
ENFAEEH » . 2 E
Alignment Knob 1. f;%ﬂﬂﬁﬁ%j]g;%% 30° el T i 3 é
NO.1 FOR END MILL ———— EiEr ==

70 (2 flute) 87 (4 flute)

*BARINDT)EEEERE T BHERR T -

*The flute with edge over center point should be parallel with the benchmark line.

FLAT SLOT ANGLE 30°

T
W RIEENL -NO.2 Align end mill - NO.2
TRET] » 1B « SR SR » MRS , BT 1 JGERSEEAEEEN - SHETENTAE = FIBERR BN -
b2 SheaTlimin 1 o MR~ RS Z=ERh - AR PR 2 BRI A TSR - ASEEE IR - RS IERI

GH413- 4-13mm,GH1225-12-25mm 7370 > LAREsSETS O hetg EEEEMERBLL -
ill Re- - H ici : 3 ERIZIBLAEISSE TS IR - 4525 DIEISET s - LUSREEAN » S RsRET
For End M|II_ Re s_harpenl_ng,_ 2,3 a_md 4 Flutes Precision, Efficiency, Easy Operation, Short )T A DAt s FR P T SEE | ] BT L -
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
benchmark notch.

1| BRE  BREMEERIEE) - SO
B -
High Efficiency, High Quality Grinding
Slip, Good Grinding Results.
2.mERE 0.02mm °
End Mill D Quality Assurance: 0.02mm.
" 3.EGIRE  HERWSERR » R -

Easy Operation, and Fast for Conve-

m JJCIGREELDEI Primary edge re-sharpening

nience. N
& 1. RESE -
a . \ 2. YSERFEELHE EE ST E T IFREERENO. 12 FAESL 2 [N -
No.2 20 7No.3 6° 3. ICECIRAETOR - BISHEEAEREAL -

4. BET—@ET)T) - WEE Ll —E#F - —ERFTBDMETHRL

1. Switch on machine.

2. Point ER holder at the notch of primary edge re-sharpening port NO.1.

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.
Shank D 2 Flutes 3 Flutes 4 Flutes /4 ﬁ

No.1 30




” SRS Removmg the wheel cover

1 FEERIREIRIRAERE £
2. BRAMmRYEIRTFASE D EERE C =STIFHEAR BB TS S IR MHRE R o

m JDOXIMEIBIEE Relief settings \

1EFRBIDOFEERAD - 3BR 4mm 7ERFEFEDORREENO. 1 Al iFHh -

2 JEFFSETSM) (+) FRiS T I A I OFE - WREETSM (—) IO E - ARATA
RANEFBITHERNT -

1. Unplug the machine.
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.

2. Loosen the three screws in the wheel cover counterclockwise with 4mm Allen key.

/ m BBRAEEIBB Cleaning the grinding dust —
— T . i,

— 1B CE - BERSHFERTS  BREMEEEETER -
— o ’ 2 EBIEANER « BHE0EE - FURBEERESREER -
“PAREELDEI-1(47)) Secondary clearance angle sharpening -1 (for 4 ﬂutes)

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.

1 SSERSEELSIEITAATE - FEASRIBTEENO. 22 FEES. - STETIESRE S LML
BB AT BN ] -
2 ISERSEAMEISE F— ERFEZ %A - WEE CREE  —EEFTERNETE

ERRLE © L ‘
- = 3 \ 3
@%?ﬁ?zf 1. Pointing ER holder at screw secondary clearance angle sharpening port NO.2, insert it — _/
into 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. W Eﬂi@!ﬁgﬁ Removing the washer

1 DEFEEWER - GFA4mm\BIRFURES QA -
2 SHEWERER > WA 4mmiIEH R R RERSEEEINE
- . A

3 BRI b2 SRR -
éﬂ%ﬁﬂﬂﬂ]ﬁﬂ—z (2~ 37]) Secondary clearance angle sharpening -2 (for 2and 3 flutes)

1ERITR=TENARER | TRRHREEN | CEREEER 3- Take out the wheel from the motor hub slightly y.
—TER= )RR - iR AR TR - =ik e

ﬂjEEﬁ@%mmERjﬁfﬁﬂﬁﬁﬂﬁﬁqlF’ﬁTTmu » (@rNJJ70) BNE -
2 B REEE AL T PO 7 FR B B RS - ﬂﬁ@!’ Replacing the wheel
1 FEE AT -

2! @E“‘ﬁﬁllﬁlﬁ)ﬁﬂnfiﬂi?ﬂ ’ Iﬁiﬁlﬁlﬁﬁﬁﬁ”}ﬁﬁ% » BFERY ©
* BETHMEERT  IRENRSEHEMER - MEEWmINE -

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.

EQ?J&%@BXIKI FS?J{&?A%BXIKI
(for 2 flute) (for 3 flute)

e, }‘ 1. If you need to sharpen the secondary clearance angle completely, loosen the
N y 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

L . . 1. Tak heel.
the holder left and right in whole rotation; for 3 flutes, on the sharpening port PRI RS

| AL ‘ ~ ) LR D on e o f.TTho re-|rt15ta: tEg wheel, rev-erse?tste.isbtal;en to rec;n;)ve Wheél. f .

\ ; 5 . - e MmOotor nub Is ver recise, 1T wi e damage excesslve torce and atrec (2

\\\; ‘ ‘ 2. The grinding should start from the flute pointed at the benchmark notch. position of wheel acgcf)rdingly. — /
=y R 4”‘:‘

— N

m ZI7)WREELDEI End gash sharpening

1. i—:ER?ﬁﬁ%ﬁﬁﬁ@%‘h@iCiZHFNo 3ZARESLRA  WETEE AR IR IR ISE

I\DEH o = o 2 o ==

%X;Eﬁﬁ@ﬁi@ BN ARG - EF SIS e EEEET - 1. ERTEREBI IRt DM E - RNt D EEER 1. Determine the material of end mill before grinding. Please use SDC

> - i - - i SDCIEEEIER : BV ERSRMITGD - FESNRSRG diamond wheel for carbide end mill; please use CBN diamond wheel for
2SERSCRIRILE « T AR/ EE A « — WS e 5ty R ot

n . ' s e 2 ERBIESE TS - BIEEEREME - GH-413/1225T 2. Determine the flute of the end mill and use the proper collet holder;
3.ENHERK A - EBIRHIMESE TN FREED. 3. 4. TJIREET] - = GH-413/ 1225 is suitable for 2, 3, and 4 flute end mill.

s . [y = Nim | sxpmeme 3. Aligning end mill is the most important among the steps, make sure to

1. Pointing ER holder at upper screw of end gash sharpening port NO.3, insert it into the 3'$ﬁg§%¢js¥mﬁﬁgﬁ&m  RERHR - BEER cor?ﬁple%e this step before grindigg_ ’ P

port with a slight push motion. For precise and average grinding, hold tight the upper El ° 4. This machine is .

) : ! i _ _ - : guaranteed for one year under normal operation

L }?f the ER holder with one hand and move the lower port at both sides with 4'$%‘:‘Ei{§ﬂ§§£|§|ﬁﬁ_ﬁ (iniﬁ:&ﬁgm%%ﬂ) (expendable parts and wheels are exceptions), please inform the serial

another hand to sharpen until glrlndlng noise disappears. y BN EERFY » BitEEERSNEREYE - no. when the machine needs to be repaired.
28 Takﬁ OhUt trl’:e holder with ﬁn? m|||| an(;:l Chak?ge. to anotlher flute, repeat the above steps 5.FAEEA~SmmEtT] - AImBEER) - REDOR » T2 5. For end mill 4~5mm, be sure to use a very slight push motion while

Uil s Sretipent] for all flutes' end gas <B15 il Bt FEREISERS - 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. B EE /)\ - 6. The motor cannot run continuously over 1 hour.
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FEAST DRILL RE-SHARPENING

' DM-213E 73R 8]
7L 2006201113624
M 270443
Nr 202008009443.7

.

e ot

LLHSUN
PENER
DRILL RE-SHARPENER DRILL RE-SHAR

D9228 820

ZlieiEEE A

Counterclockwise drills

EVIEIS] Patented Featu

E=VIJIEIS] patented Featu

1 RIS 1 A U )RR » TSR - 1. SRS -
1. H—.rZN%E JﬁE?H(Bn%F;ﬁ » Wi RIZE(B2)HIE - 2. SEERSHRARGTRERHWA - 2. B4mm7 BIRIESF B ETS A IR 4R (B3)RE M - 2. ECRHERETREREA -
2. FAmm7 BRSBTS MG IR AR (B3)RRRE 3. TIFARPEEEE - 3. BRFTEONER - B IEGRE AT - ERCIEG
3. BIRETEON R - BASIEMRE AT - 4. 1GRIE(B2)EL - WASHEHEBHEE 1. Double-bearing grinding unit (reduces wear)
4. ISRIE(B2)ELS - AWHFHEIH(B1)IHR - 1. Double-bearing grinding unit (reduces wear). 2: Drill tightenedgdgsign vﬁth bearing device. '
. . 2. Drill tightened design with bearing device. 1. Loosen the side knob (B1) and open the side cover (B2). 3. Adjustable trimming angle.
1. Loosen the side knob (B1) and open the side cover (B2). 3. Adjustable trimming angle. 2. Use a 4mm hexagon wrench to loosen the screw (B3), unscrew it

2. Use a 4mm hexagon wrench to loosen the screw (B3), unscrew it counter clockwise. *E_%Eﬁij: I
counter clockwise. 3 [ 3. Replace with a new diamond grinding wheel and tighten the Coaim i Standard Acces
atJupjed standard Acces 3 grinding 9

3. Replace with a new diamond grinding wheel and tighten the screw after the wheel is installed. DM-1226

screw after the wheel is installed. DM-213 4. Be sure to close the side cover (B2) properly and to fasten the side 1. EREF 12mm-26mm(15pcs).
4. Be sure to close the side cover (B2) properly and to fasten the side 1. EREIZ 2.5mm-13mm(12pcs) knob (B1). 2. CBNEBEHVER #150x1 PCS (B5REMLTEEA)
knob (81). R . - = &
2. CBNE@EE@W #200x1 PCS (%ﬁﬁlﬁﬁgﬂﬁﬁﬁﬁ) EE I Attention- 3. \BiRF 4mm,6mm 2 1 PCS
¥E | Attention: 3. 7VAIRS 4mm, 5mm & 1 PCS " ) - » 1. ER Collets, 12mm-26mm (15 pcs).
o 1. iﬁEﬁ)iHﬂ?*‘f‘(Bi*iﬁ% RIE(B2)RELFhER(B1)RERERRT » 2. CBN Dimand wheel #150x1 PCS (High Speed dfill).
1. ijﬁﬂﬁﬁ)iéﬁ;‘%@ij;ﬁ?fi#ﬂi - (B2)REBUSHiEtH(B1)RHIERT » T ——— g EHF‘;EFE ARBEBRE - . 3. Arirs, ‘G Hesagon [Hesc) wrenchx] prssch,
SERTIH : i & PEss 2. AEEREERR - WRRESMHENEESEE - LURE
2. %wﬁgﬁﬁﬁﬁ$ﬁ  WERRFEEMBRINMEEBENE - DURE 2. CBN Dimand wheel #200x1 PCS ( High Speed dril)). RIEABRZZE - DM-320
BEABZZE - 3. 4mm, 5mm Hexagon (Hex.) wrench x 1 pc each. 1.ER#EFE3mm-20mm(18pcs)
Please DO NOT switch on the machine BEFORE 2 .CBNFEGRER#150* 1 PCS(E R HfifEEaEA)
Please DO NOT switch on the machine BEFORE 7 Wilad Optional Access (1) The diamond wheel screw (B3) is tightly screwed. 3. XA R F4mm,6mm%1PCS
(1) The d.lamond Wheel. screw (B3) is tightly screwed. DM-213 (2) The side cover (B2) is properly closed. 1.ER collet, 3mm-20mm(18pcs)
(2) The s.lde cover (B2) |.s properly closed. 1. SDCIBTSFVER #400 (SEHBIEF). (3) The right knob (B1) is fully fastened. 2.CBN Dimand wheel#150%1 PCS(High Speed drill).
(3) The right knob (B1) is fully fastened. 2. CENGETGTIER #400 (S3E88 4 S FEE 1. Incase of any hazard occurring, please make sure that the above 3. 4mm, 6mm Hexagon (Hex.) wrench x 1 pc each
1. Incase of any hazard occurring, please make sure that the above : ¥ i (&R mm =H). measures are followed strictly. ' ' '
measures are followed strictly. 3. ERfE3E 3.5mm~12.5mm(10pcs). 2. The machine has an automatic power-off device to ensure -
2. The machine has an automatic Power-off device to ensure operator’s safety. Power supply will be cut-off immediately when ﬁﬁﬂﬁ”’; Optional Acces:
operator’s safety. Power supply will be cut-off immediately when 1. SDC #400 Diamond wheel (carbide drill) the cover is opened. DM-1226
the cover is opened. ' '
i 2. CBN #400 Diamond wheel (< 4mm, High Speed drill). 1. SDCEERTER #200 ($EIMSLIEEAA).
3. ER Collets, 3.5~12.5mm (10pcs). 2. EREZE 8~11mm, 27~30mm (8 pcs).
B{7:mm 1. SDC #200 Diamond wheel (carbide drill).
RUgE Model DM-213 / FG-213L 2. ER Collets, 8~11mm, 27~30mm (8 pcs).
FREEESE  Drill Diameter 2mm-13 mm DM-320
SLifFEEIE  Point Angle 85°~ 140° 1.SDCEER R #200(F5 ML)
ER Power Supply | AC110/AC220 50/60HZ 1.SDC#200 Diamond wheel (carbide drill).
BiE Motor 90 W < &7 mm
LEVES R.P.M 6000 RPM R Model DM-1226 DM-320
s Weight 10 kg FAMEEEE  Drill Diameter 12 mm - 26 mm 3 mm - 20 mm
BERY LXWXH 305 x 172 x 180 STiREEIE  Point Angle 85°~ 140° 85°~ 140°
ER Power Supply | AC110/AC22050/60HZ | AC110/AC220 50/ 60HZ
BE Motor 450 W 450 W
BiR RP.M 4000 RPM 4300 RPM
g8 Weight 25 kg 21 kg
BERY  LXWXH 470 x 260 x 235 480 x 260 x 240




iEEEﬁﬁEEUHUEﬁﬁﬁﬁ Procedures for changing the grlndlng wheel

1. E?‘:ﬁﬁmuiasﬁl_& BRERR(C

2. 15LLERRLAE %Frmﬂn%;ﬂiﬁ%ﬂla?\]

3FEEERABRA » WRBHI3SmmER fETTtﬁﬁ

4 BIIRAEAB RO FHA B FGEEENE (B) AR ELEL SH AL FRIFIESET A Fheds -
5. A EA5 BRBNST AN SEEEAERTER(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
drilf 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.

\ Complete the above steps, so the collet chuck set (H) is ready for drilling. //
S
il

T

1. %ﬂ%?ljr“*i— CRASIEEBAAEEMEMEEERY
2 fGERREA(T) - RARERERE(COA » WISEHRALMEA -
3 BERFELA AN EIREES - RS ERA RN E R ERI7 AL - y e
4. ERURIR() I HERHG TR Y
5. ASERFE R AHEN R BRI D ERERR A MIER B TAT » MWRBATITEEHRE—R °

6.1%  SEEEFERAIR/A  ZBRIEERT~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 » o
touches against the drill cutting edge. Efﬁ%ﬁ?ﬁfiﬁﬁ?ﬂﬁ?fﬁfﬁmc i

4. Screw the ER collet holder (see 3) clockwise to tighten the dfill. sdge ofphedall telchithe block:

BAIEERE
Turn it right tightly.

5. Take out the collet chuck set to 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. 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.

Wﬂﬁﬁ?ﬁﬁ%ﬁﬂﬁ Point angle grinding for drill

1.1SERZEBRAE(1)FE Aiﬁ%EHJEW » WASMIERR B TENF -
2 ISERICEHZ SERRQ) BT AT - WLURNSE « PIES OieigmESEESHY -
3.%1%’4+ER95EEYH§.$%180"A1ZU:JIL1.2.5%%@?’215)1?’F R » B FERSEERME TR A AR - Wil

lightly.

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

the two drill chisel edge angles.

3. Take out the collet chuck set, rotate it 180 degree, and repeat step 1 and 2 to finish the grinding for , 9 V- J
the grinding sound d rs f

|
B

1”” 4 ﬁuﬁqﬂlb\ﬁﬁﬁﬁﬁﬁg Center point trimming grinding for drill it W)

: H:rERXE‘FH RABEEE Q)M AG B BTN ©

. FEERFEEHE(1 % {EBHRERNIIESR  MCaRSfESRENY -

: H%EREEEHX‘CHE? 80°Kk i1 .2 S ERERIAE—XRENT -

. Insert collet chuck set (see 1) into the grinding unit and insert the slot into the pin (see 2).
. Place collet chuck set (see 1) upright and insert it into the top bracket to lightly touch the wheel. {

N o= W N =

Turn clockwise
and reverse.

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. ‘

€5 <ZusuN . J

mﬁﬁﬁﬂ?ﬁg Adjustment for trimming angle Rz
screw clockwise
1. BEEAX - (FOIZFTIR (+)REBRA () REBB - :

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

IC

Aedo)] it

CM-3165 FI 3R 1§ |
7L 200920147543.0
M362076

EE{17/Unit: cm

ISR Model  LIERESE Capacity  55iZ Motor / 55X Speed =& Weight BRERYLXWXH
CM-316 3mm - 16mm 600w / 6000 rpm 13.5kgs 340 x210x 210

=R Power

AC110V/AC220V 50/60 HZ

EER G STANDARD ACCESSORIES

E B B Power wires 1 SET
R B& %k Fuse 2 E
7VEIRF  Hex. wrench 4mm / 5mm / 10mm one each
=it Handle 1 SET

HERWE Diamond wheel

SDC80# 1 SET

$5RIEC OPTION ACCESSORIES

EAWE Diamond wheel

- CBN8O#

10 555



50w FE7)ETEIEER

'SG313EBFISREE |

M356596

BUSR Model — FAEEEGE Capacity | F5Z Motor / #55E Speed EE Weight BRRYLXWXH

ZL 200820153366.2
Japansk31519525%

Nr 202008013817.5

EEfi7/Unit: cm

$G-313 3mm - 13mm

200w / 4200 rpm 13kgs 345 x 175 x 200

SCifA Axial angles

140 ° ZEJR Power AC110V/AC220V 50/60 HZ

EERG STANDARD ACCESSORIES

= R #& Power wires 1 SET

R & % Fuse 1 SET

JVEIRF  Hex. wrench 4mm / 5mm one each
BAWE Diamond wheel CBN250#

HERWEE Diamond wheel

CBN400# (5mm down)

ER203%EE ER20 collet chuck | 1 SET

ER20/&® ER20 collet

3~13 mm(11pcs)

YERIBCIE OPTION ACCESSORIES

ER20f&3& ER20 collet

S54 5 1556505181589 5 A0S RIS 285 m m

EBLOES Diamond wheel

SDC250#

SESAMREEREMPER Preparation before drill grinding

1 BREREBRESE BRIEFRORT -

2 HERERUBERE R ABRHEIEAEB) -

3 BEBRRABRA, WERBEHKIZ mmES BRTHE -

4. BFIR(ABABR(O I FHA B IGE R (B) AR EESHA N RIFEEI B FHess -
5. EHBREN TR BRI R EfRH -

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

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

o

— —
g

BERBOWIRDSEE Procedures for changing the grinding wheel

o< ABENBEA)
-

Adjust clearance angle

N o
AREREA >
Adjust dead point /‘.

BRENBAN
Loosen and remove the
screw B1, then open
the side cover B2.

1S A (B 1) IR EREFE T L ASW R (B2) N5

2. F4Amm7 EIRFHEIFETS A RAR (B3) F25F -

3 BT IRBAS IR LRI -

4 FSHVEREE (B2)ZE LG (B 1) IRHASHER -
TEEAWERIEH (B3)ARHE WEEB2ARE L - Rk B1)REERI TN THEIRITFRU

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 y
result in serious injury. 4

— -_—
- -

HIERERBEREN Setting drill length and angle

N GIEERE -
rn rightward for (]
tightening E

EIRIELE » BIAIREET
TRERER \

Move forward for | ERGEEEIER
touching. Turn clockwise Z o the €nd turn it

1.5 8 ZIEIR(C) O A BRI RSB OTEEFEME EER Y -

2 GEREEMA (1) RARE R ERE(C2) NUAASE HRALIER -

3ASERZEM () G IRBEIE T ERERGEE )R EEEBEEEN IR -

4. ERIZNE(3) G EsSHS FRTEE R -

5.1GERFZEHA (H) BN R F-EE ) ) BRERACEE 2 MHE E A A TNRZEFTEEHRTE N °

6. X B (BHEEEDIR3/AFHAZIEIRIEF A 1-218) °

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

: InhsertI the ER collet chuck (1) into the length setting unit (C2), and make sure the pin is locked to
the slot.

. Turn the collet chuck (1) clockwise until it touches the pin. Turn the drill (2) clockwise until it

touches the drill cutting edge.

Turn the ER nut (3) clockwise to tighten the drill.

. 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.

W ON o

o o

BRI
Dead point
decreases

BEEA Y
Dead point
Increases

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. //
—=m—m —
T —

1RRERERK, ()RR ST (+) EiS R -
2 BEERERER/ )\ A (F 1) IR A S 75 [0 (- fEdB R 28 o

1.To increase dead point, turn the screw (F1) clockwise (+).
2.To reduce dead point, turn the screw (F1) counter clockwise (-).




EIEMIEEEEE  Adjusting width of chip exhausting slot

6
»  Loosen
&
HER
Al Tighten
s gy
SHEE
Tighten

A2

1. SEHERRIBEAR T -

2. REBIEEEE -

3. 1A FN(A2) B4 5RRE -

4. GERELEER | FIZIESBIERREZRT -
 EHB(A (A2 18 44 85 R E E BN e {ERREE -

ul

Check drill sizes.

Check width of chip exhausting slots.

Loosen the screws (A1) and (A2).

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

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

CIRERORIE

 BIEINEFETE Grinding dead point of dfrill

T8 12 ) S 4 R I
shgh\\y ‘m the

1.ASERZR A (H) RIiREREELEBA -
2.H§ER95E%E2E) CEBUERL(FRISEH R ERBFoAeBnEEEET -
3.19ERFREME (H) X 180°B K Lilt 1. 25 SR EEBIREE— RN STrliEEER BAAE -

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.

EEEEE&%EEﬁ Grinding clearance angle

ERNEEX |

increases.

TEREEE
Turn it clockwise and
counter-clockwise

HEEEDRZERIE
Have it slightly touch the

| grinding wheel and press
| [0 the bottom.

1.ASERZR B (H) BliRE R ER R AR MER
2 1SERIR A I3 FEEREE “‘Eﬁ%ﬁ)ﬁﬂaifﬂﬁ‘l‘&&?ﬁuiﬂf fé@EEﬁ’@%ﬁHJE@?ﬁ%EDﬁJ 2
3.19ERFREHE (H) BXHHEE180°B K Lilt 1. 25 BR BB IR E— R BN TRl BRI B E

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.
—

ﬁuﬁﬂﬂﬁﬂg Grlndlng end edge

EHEREEE
Turn it clockwise and
counter-clockwise.

EITREET) RSB EE
Have it slightly touch the grinding
wheel and press it to the bottom.

1 ASERIREH (H) AIIRE SEEIAE DD PREEE S LIABHEA
2 FSERZR B 2 SRR I AR IR L (FR IS R R E R B P A RS R EEE BT -
3.AGERFREHAHEN 8 1 80°F K it 1. 2 BR BB RE—RBN T STAN D HEE -

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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‘Web Diamter
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 MD2 1355 FU SR 55 |

ZL 200900174158.5
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-
'_,.__———_"-_
" Weh Diamter

v

\

BS{T]/Unit: cm
BUZR Model  BHEEEGE Capacity  5iE Motor / B3iE Speed = EE Weight BHRERTYLXWXH
MD-213 3mm - 13mm 200w / 5500 rpm 10 kgs 305 x 172 x 180
5EimA Axial angles 140 ° ZEJR Power AC 110V /AC 220V 50/ 60 HZ

ARG STANDARD ACCESSORIES

E & 2 Power wires 1 SET
R B % Fuse 1 SET
JVAHRF Hex. wrench 4mm / 5mm one each

#EAWE Diamond wheel CBN200#
HERWEE Diamond wheel SDC400#
ER203&EE ER20 collet chuck | 1 SET

ER20/&%& ER20 collet 2~13 mm(12pcs)

SRIEC OPTION ACCESSORIES

ER20/&3& ER20 collet ‘ Blad) Al Sa5), (945); Yoty (ool ol 0kisy; 1) 118sy, 1Z2e) [l

4 PP



SEORTAPERIEMRDER Preparation before drill grinding (0 BEARIARREHREE ~ BB Grinding and primary adjusting dead point of drill
I 1 SSERBEEA (H) TR EEELBIEA -
| BAERREEE SEERORY 2 S ERI R BB R (PSR B E A T EEERET -

2 REEFREEBERAGIGHREIFNEB) -

_ 3FEEEREABRKA, WHEKISmmAIS ERTHEE -

TR | 4 mrE W BEABR QLA BISERIEE) AR AL REEETAT
fiegs -

5. B BRENST RSB R R R (H)

3AGERIREAE (H) EXLHE8180° Bk it 1. 2 S R E B IR E—REN STHBERAS R AE -
ABREBERKX, 1S(F)IFMOZ(HREBEEMRIA -
5. BRI BEEE/ ) S (F)IRME A OMEZEMFEI AR -

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 180°. Repeat step 1 and 2 for repetitive
grinding to finish the dad point grinding.

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

time do not tighten the drill securely. . . : :
. . . . . 5.To reduce dead point, turn the screw (F1) right clockwise to adjustment (-).
4. Fit the nut (A) into the collet (C), then tighten it to the nut (B). Slightly J

tighten it and allow the drill to be turned by hand. ‘ .
- 1 =

— e
~ -

EIRRFIAMEE - A% Grinding and primary adjusting secondary clearance angle of drill

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

\

1 1SERKREAE (H) RIIREREER R BIEREBA -
2 ASERZE BHH 2 SECRIC BN IRl (F IS ER B R R IR S S AR T -
‘ 3.ASERZEEHE (H) BXLE#8180°FB K it 1. 25 BRERIRE—RENT TR B R BIE -
/ A FBREIRERX, S (F)IFREIT(+ ) REBREMHRIAN
— — 5 BELEIREH IS BHEEOMAEMEZ A -
- ey ] . A gt 1. Align the straight pin at the front end of the ER collet chuck (H) with the slot then
EF&EE&%EE{E Settlng dr||| |ength and angle insert it in secondary clearance angle set.
2. Have the drill in the ER collet chuck slightly touch the grinding wheel. Perform slow
1. EERC)AAEBEREBATEEMEME 2 HEER YT - feed for pressing it to the bottom. Until grinding sound disappears.
2 SSERFEESE(H)RARER TR (RIS E B R ALER o 3. Take out the collet chuck (H). Rotate it 180°. Repeat step 1 and 2 for repetitive
b = = NP inding to finish the Secondary clearance angle grinding.
3HSERFEMA(H) A IEBE R - AR EEO GRS =B EE 7] o
7;:”: . H) K e . 4.To increase dead point, turn the screw (F1) left clockwise to adjustment (+).
" - e - 5.To reduce dead point, turn the screw (F1) right clockwise to adjustment (-).
B i zn 4.ERIZVE(B) )G HEiBAGSREaRER x
)t ight o touch the sopper. | 5 S ERSEELAA (H) BN FESRIEEE ) 7) EHERTR A B R AT - MRRETAT g .
f) ceimmzs BEHBE—NX - <
Turn it right tightly. = /

L 6 R (BB R MBI 218) - , y "
Z o HBAJIWMEE Grinding end edge
e e e '
: 1 ASERREAE (H) RliRE AL ET) DR EREZ MEHEEA -
2 iSERR A 2 SRR I B IR I (FRISER I ER ES EERY -

edge of the drill touch the block 1. Turn the graduated collar (C1) clockwise to the end, then turn it counter
clockwise to the size of drill to be ground.
3 GERFCEARHEN 88 1800 K it 1 . 2 S SR S fR A EE— 2R BN T S RN /D 7D FHEE -

2. Insert the ER collet chuck (H) into the length setting unit (C2), and make

sure the pin is locked to the slot.
1. Align the straight pin at the front end of the ER collet chuck H with the slot on the

3. Turn the collet chuck (H) clockwise until it touches the pin. Turn the drill o )
end edge grinding unit.

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.

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 repetitive
grinding to finish the clearance angle grinding to finish the end edge grinding.

/ .

LD o C



» RE— AR EMEEE

One wheel is capable of grinding two angles.

1
2
3.
4.

SIER

)i B

S

iSRG RIIEHREB )RR - AAFRIZ(B2)ME -
- BaAmm7 BIRIRFERETS S IRHR(BI)RER -

FIRIENIE - B IRMIE LT -
THRIZ(B2)ZYT - WiAShHEH(B1)IHE -

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

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

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

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

R | Attention:

1

2

. EAWRIFEHRE3)RIER » AIEB2)RFEIEHB1)REER » T
OSBRI - UREERRE -

AEREEEERY - WRERESNRISHEE IS - LURE
BRIFABRCZE -

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.

i

2.

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

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.

2 IR SR D B

HSp,
g /
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Shamgning

EVIIEISE Patented Featt

. SRR -

. TECEH AR ST R E R -

. CUFAASBAEE

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

3. Adjustable trimming angle.

edAintad Standard Acce:

PD-316

1. EREZ 3mm-16mm (15pcs).

2. CBNSERRER #300x1 PCS (SR METESHA)

3. 7\BIRF 4mm,6mm & 1 PCS

. ER Collets, 3mm-16mm (15 pcs).

2. CBN Dimand wheel #300x1 PCS (High Speed drill).
3. 4mm, 6mm Hexagon (Hex.) wrench x 1 pc each.

eS37 ks Optional Acces

PD-316
1.SDCEEEMER #3005 MsEEEEA)

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

w N =

—_

BEfi7:mm
il Model PD-316
TREEEDE Drill Diameter 3mm-16mm
ER Power Supply AC110/ AC220 50 / 60HZ
BE Motor 450 W
(=SS R.P.M 4300 RPM
o Weight 21 kg

BERY LXWXH

480 x 260 x 240

N

”iﬁﬁﬁﬂﬁﬁﬁﬂgiﬁﬁéﬁﬁ Procedures for changing the grinding wheel N

1. B ERBEE R - BEERIO) -

2 BLLEERIEERE R ABBRIEAB) ©

3 BEERABERA » WAL mmER » BERTHE -

4. FIIRAEABR(OUL FHA FEIFEE ERIE (B) AR ITEL S AN RIFIEEET A S heds -

5. EH BRBNSE A R A EERTAE R (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 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.

SR O

\ 5. Complete the above steps, so the collet chuck set (H) is ready for drilling. J
h,
|

,—/

mmﬁﬁﬁﬁﬁﬁﬁfﬂﬁi Setting the drill length and position its movement for drilling

1.ERAEIRC)ADEENERBOTEENBMEBERY -
2. 1GERREM(1) » BAREREE(CQWN - WiSEFHRALMEA -

3 SERREMQBGIEEREER - RRSRENGITSEEE My .
EEETIRLE e : %ﬁ%&&ﬁ/ .
4.ERIZIE(3) I BB HS FEDEEEE - - o I WRR, i ght o

5.5 ERRE A B HESRSEEE )7 MERKRE Z B AT » MRE . i :
FITESEFRTE—X - ‘ | N ~ ¢ Y %ﬁ?ﬁ%ﬁ%ghtly.

6. CIZEEREMERY - GAERCUEBNRT - 2520855 ; A3
(B)C3ENTfEERY - BEBERIYZD  AEMBRIMITM © | :

LB BIGBZMSIRHREE - PEREELEE= FERER
7R - MEBEEROR1/A  AEBIBEA~2m/m - e edgeoF e o e e Hock
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.

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

5. Take out the collet chuck set to 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 C3 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.

mﬁﬁﬁﬁﬁ%ﬁﬁﬂ Point angle grinding for drill N

1 ASERZEEHA (1) B R AIRBEIREEE » THGLHEREENE -

2 ASERZEEAE 2 #5E (2) i S 2 B R R - WELAIRIFEE ~ WRHES Qe AER REERT -

3 AGERIEEEN R 1 80°AK it 1.2 SR ERIAE—X » BITISERy #EEEm & TR A 2 IRE -

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 touching the wheel 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.

the edge of the drill tou

[OIRTHEETER
BRRER
Push forward
lightly.

1 /
. N =
* BS =
. reverse until
t i d disappears.
i RN
—

HEEEREEREE
Make it touch the wheel lightly.

mﬁﬂﬁqﬂlﬁ\ﬁ?#ﬁﬁfg Center point trimming grinding for drill

1. AGERREH(1) B R A G B (Q)W A B BTN, -

2. FSERZEEMA( S BN RENEIER » M AieiSREERmERT -

3. FBERZEEENHEE 180K it 1.2 S EE I E—RENT -

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.

EHEREEE
Turn clockwise

by and reverse.

3. Take out collet chuck set, rotate it 180° degree and repeat step 1 and 2 to finish up the grinding. s
\ ST /
———— [
——

. : : FrERERRIEA ) . N
mﬁﬁiﬂmﬁ Adjustment for trimming angle Iﬁm":‘;‘g:n';{se{u,}um\b, y

1. BEEEA > (FORHTHE (+H)REBEA,REEE - RN

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




c € Worldwide Testing Services (Taiwan) Co., Ltd.

ACCREDITED TEST HOUSE
CERTIFICATION OF TESTING
Under EU EMC - DIRECTIVE 2004/108/EC - I

This certifies that the following designated product

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

(Product identification)

Has been tested in accordance to essential protection requirements of Council Directive 2004/108/EC and |
found the test results indeed meet the limitation of the relevant test standard(s) listed below |

EN 55014-1 (2000 +A1:2001 +A2 :2002),
IEC/EN 61000-3-2 (2006), IEC/EN 61000-3-3 (1995+A1:2001+A2:2005)

(Identification of regulations / standards)

This certificate is issued for
JU JENN INDUSTRY CO., LTD. (LI-HSUN)
NO.40, LIN HAE RD., CHING-SHUI TOWN, TAICHUNG, \
TAIWAN, R.O.C. ;
‘
|

(Name / Address)

SPECIAL STATEMENT:

1. THE OPERATION CONDITIONS OF THE TEST SAMPLE DURI
DEVIATION FROM THE REQUIRED CONDITION OF TEST STA!
THIS IS A REVISED TEST REPORT THAT BASE} ORIGINAL TEST REPORT NR. W6M20708-843

LL TEST ITEMS WERE UNDER THE DEMAND OF THE APPLICANT. ANY
S THE RESPONSIBILITY OF THE APPLICANT I

2 1. THE DIFFERENCES BETWEEN

THEM ARE THE MODEL NUMBER AND THE MULTI-LISTING MODEL NUMBERS. THEREFORE THE TEST RESULT 1S BASED ON THE ORIGINAL ||
TEST REPORT NR. W6M20708-8436-E-11 WITHOUT RE-TESTING.
3. THECERTIFICATION IS VALID ONLY IN CONNECTION TO THE TEST REPORT NUMBER W6M20708-8436-E-11-R AND 10 THE SAMPLE HAS
BEEN TESTED BY WORLDWIDE TESTING SERVICES (TAIWAN) Co., L.
March 19,2010
L EMC (Date)
< 7
@

Chang Tse-Ming. Laboratory Director

Worldwide Testing S aiwan) C
GF.NO. 38, LANE 188, RUEY-KUANG RD.. NEIHL

c € Worldwide Testing Services (Taiwan) Co., Ltd.

ACCREDITED TEST HOUSE
CERTIFICATION OF TESTING
Under EU EMC - DIRECTIVE 2004/108/EC -
This certifies that the following designated product
FAST END MILL RE-SHARPENING MACHINE

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

(Product identification)

| Has been tested in accordance to essential protection requirements of Council Directive 2004/108/EC and
| found the test results indeed meet the limitation of the relevant test standard(s) listed below
|

EN 55014-1 (2000 +A1:2001 +A2 :2002),
IEC/EN 61000-3-2 (2006), IEC/EN 61000-3-3 (1995+A1:2001+A2:2005)

(Identification of regulations / standards)

This certificate is issued for

JU JENN INDUSTRY CO., LTD. (LI-HSUN)
NO.40, LIN HAE RD., CHING-SHUI TOWN, TAICHUNG,
TAIWAN, R.O.C.

(Name / Address)

SPECIAL STATEMENT:

1. THEOPERATION CONDITIONS OF THE TEST SAMPLE DURING THE ALL TEST ITEMS WERE UNDER THE DEMAND OF THE APPLICANT. ANY
DEVIATION FROM THE REQUIRED CONDITION OF TEST STANDARD IS THE RESPONSIBILITY OF THE APPLICANT.
2. THISIS A REVISED TEST REPORT THAT BASED ON THE ORIGINAL TEST REPORT NR, W6M20708-8437-E-1 1. THE DIFFERENCES BETWEEN

THEM ARE THE MODEL NUMBER AND THE MULTI-LISTING MODEL NUMBERS. THEREFORE THE TEST RESULT IS BASED ON THE ORIGINAL
TEST REPORT NR. W6M20708-8437-E-1 | WITHOUT RE-TESTING.

3. THECERTIFICATION IS VALID ONLY IN CONNECTION TO THE TEST REPORT NUMBER W6M20708-8437-E-11-R AND T0 THE SAMPLE HAS
BEEN TESTED BY WORLDWIDE TESTING SERVICES (TAIWAN) C0., LTD.
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SGS Reference No: EZ/2010/30017C

Page 1of 1

VERIFICATION OF COMPLIANCE

Verification Report No. EZ/2010/30017C

Representative Model 1225

Series Model(s) 413 and 316

Product Name Fast End Mill Re-Sharpening Machine

Applicant JU JENN INDUSTRY CO..LTD.

Address of Applicant No.40,Lin Hae Rd., Ching-Shui Town, Taichung, Taiwan, R.0.C
TCF Number JUJENN-2010-B1

Date of Issue June 9, 2010

Date of Expiry June 9, 2015

EN ISO 12100-1:2003+A1:2009, EN ISO 12100-2:2003+A1:2009,
EN ISO 14121-1: 2007, ISO / TR 14121-2: 2007, EN 61209-1: 2009

Applicable Standards

‘Conclusion
Based upon a review of the worksheets and the Technical Construction File, the apparatus is deemed to
meet the requirements of the above standards and hence fulfill the requirements of

Machinery Directive 2006/42/EC

uration described and in conjunction with the technical data

Authorized Signatory:

o

SGS TAIWAN LTD.
Jason Lin
Technical Manager

SGS Reference No: EZ/2010/30016C

SGS

VERIFICATION OF COMPLIANCE

Verification Report No. EZ/2010/30016C

Representative Model 1226

Series Model(s) 320,313 and 213

Product Name Fast Drill Re-Sharpening Machine

Applicant JU JENN INDUSTRY CO. LTD.

Address of Applicant No.40,Lin Hae Rd., Ching-Shui Town, Taichung, Taiwan, R.0.C
TCF Number JUJENN-2010-A1

Date of Issue June 9, 2010

Date of Expiry June 9, 2015

EN ISO 12100-1:2003+A1:2009, EN ISO 12100-2:2003+A1:2009,
EN 1SO 14121-1: 2007, ISO / TR 14121-2: 2007, EN 61209-1: 2009

Applicable Standards

Conclusion
Based upon a review of the worksheets and the Technical Construction File, the apparatus is deemed to
meet the requirements of the above standards and hence fulfill the requirements of:

Machinery Directive 2006/42/EC

De

Authorized Signatory:

T Ll

SGS TAIWAN LTD.
Jason Lin
Technical Manager

ZEEF PATENT

CountryE 5l

Patent ltem EFIZfE

Patent No.EFI5ES

ChinaK[E

CH-213E5RME#
CH-213 Drilling Head Grinding Machine

ZL 20052 0111362.4

Taiwan& &

Germany{Z[H]

ChinaK[E

CH-213&5RME#
CH-213 Drilling Head Grinding Machine

CH-213E5RME#
CH-213 Drilling Head Grinding Machine

GH-313E kI
GH-313 Milling Head Grinding Machine

FEIM2T7944 358

Nr 20 2008 099 443.7

ZL 2007 2 0150335.4

China[E

GH-313E I
GH-313 Milling Head Grinding Machine

ZL 2007 2 0140706.3

JapanH 7z

GH-313E I
GH-313 Milling Head Grinding Machine

Z$%5531383108¢

Taiwan& &

GH-313E I
GH-313 Milling Head Grinding Machine

#riIM3218295%

Taiwan& &

USD3EE]

GH-31 3 I
GH-313 Milling Head Grinding Machine

GH-313E I
GH-313 Milling Head Grinding Machine

#riIM32518258%

HFISRE UST,473,163B15%

Germany{Z[H]

GH-313[E I
GH-313 Milling Head Grinding Machine

Nr 202007 015 258.2

China/[E

SGHETER BT
SG Drilling Head Grinding Machine

ZL 2008 2 0153366.2

JapanH 7z

SGHETER BT
SG Drilling Head Grinding Machine

Z$35531519528%

Taiwan& &

Germany{Z[H]

ChinaK[E

SGHETER BT
SG Drilling Head Grinding Machine

SGHETER BT
SG Drilling Head Grinding Machine

=RiE#t 7] B TR

3-Slant Milling Tool Type Driling Head Grinding Machine

#FrEIM3565695%

Nr 20 2008 013 817.5

ZL 2009 00174158.5

Taiwan& &
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3-Slant Milling Tool Type Driling Head Grinding Machine

FrEIM36981 T3

ChinaK[E
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Round Bar Cutting Machine

ZL 2009 20147543.0

Taiwan& &

et st

Round Bar Cutting Machine

#FrEIM36207635%
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