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General Infornation

1. Flaring Cup Wheel is to be dressed with Carborundum Stick,
igh on outside edge and is to be used for roughing and/or
e hpotiEion in the instructions.

2. Straight Cup Wheel 15 to be dressad with Diamond Dresser,
mounted in Tool He

5. Dianond Wheels to be lapped cast ixon plate, using
B et & Souteziont o spproxinatety 100 GHit-

NOTE:  Flaring cup wheols ot supplied as standard
equiment. May be ordered from Gor
Accessories Catalog, 2720.

4. Cutrer Grinders without Oiler K512 have sresse-sealed
bearings and need no lubrication to spindle
5. Style Grinding Amm not supplied on all mocels .of tool heads.

These instructions pertain to straight shank teols (276
Tool Head) and taper shank tools (353 Tool Head). No
specific reference will be SasseS thase toots In the

NOTE: Ball or radius tools cannot be pround on this
grinder. Gorton 375 Cutter Grinder should be used.

Single Flute Conical Cutter
1. Insert proper tool blank in collet, split to center.

2 on Segrent "G", anyle of cutting edge. Sce Chart
Seion, “Coamp.tool"hoa with "B,

Radial Clearance Chart

Clearance ~
Edge gle

450 40

40° 350

35° 300

300 25°

2° 21°

20° 17

15° 13

100 &
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3. Spin or circle grind tool to pednt.

4. Reset on Segment "G", clearance angle from Radial Clearance
Chart

Fead tool into grinding heel ith ' uncil £ tool
(obtained when tool was circle ground) is reached. Rotate
o1 umEAL excos stock 15 removeds  Grind up o, but ot
over, cutting elge. Do not leave land.

6 Ti

OFf, if needed, is cone by hand.

Single Flute Square Nose Cutter

1. Insert proper tool biank in collst, sylit to center.

2. St cn Segment "G" zeru degress. Side of tool parallel to
el et

3. If tool s larger in Jimeter than lesired, spin or circle
Zrind to the necessary dimensicn.

4. Feed tool into vheel with "H' anount of cleatance shown in
table below:

Clearance Table for Square Nose Cutters

Cutter Dia. Clearance
yior ~002
/8" <008
/32" <006
3/16" “o08"
14" it
5/16" Lozt
378" o5t
716" “o1s"
12" “020"

NOTE: Clearance is approximate and will vary depending on
material to machine,

| 5. Rotate tool until excess stock is remcved. Grind up to,
| but not over cutting edge, Leave no land.

D. Reprinling Mult ight Flute End Mill

ple Stra

1. Use flaring cup wheel,

2. Set on Sezment "G zero degrees. Side of tool parallel
% whael Face.

MOTE: 1€ conical multile straight fluts tool s to be
on’ Seem

Teground,

ear
| Gubting Sge. Clamg tool head Kith "B
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6.

Be sure index pin "C" is in correct ind
that each index will bring Tt Elut
Solotaineniy with vheel.

hole in "D"
into proper

Manually rotate tocl in collet so that proper clearance
i on flute.

s sround
Leosen clamp "A" and pivot tox
% foed tool into vheel.

1 thrcigh wheel. Use "'

Index for cach flute. Use "C" in index vheel D"

Three and Four-Sided Conical Cutter

Place proger diamster teol Ulark, net gilit
gontor, in colle and
in D,

or halve
co E L
5 Tten for S-sided end #4 holes

S
oo | L | |
pastoete | sl s | % .| s
el i
e .‘1{ 19172 syl sl
"e{ -sided|35-172{30: 25~ “17’21* S z‘_‘/*n 72[1-172] T J‘rofél 2
. s o o sl (Carin ) it e 61
e by Seivasing s
. e a6 s Shc s si cf tac s prosntad £ he
. contie s tegs 5 and il ol 15 T G Sha

soint.

cuts mly

for finis!
£ e Temoved

NOTE: This type of
& £ stoc

where o fow th
it s cricieal.




Photo 7

DESIGNATION OF PARTS

or to Print #15271)

A. Carrier Clamy

B. Radius Head Clam
C. Index Pin

D. Index Plate

E. Draw-In Nut

F. Collet

G. Rake Segnent
H. Head Adj. Hanvheel

1. Grinding Wheel

NOTE: When crdering replacement parts, etc., Sy
erial mumber of machine so proper material
can be supplied.
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