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OKE #2718
CUTTING TOOLS

FM497
RIBHETIR

FM497 series cast iron face milling tool

J BEINES, STEEARALOIRE;

J RUIREIRT, ESENIHEINE;

J BAGERETIE, ESHEH, ERRNMIXE;

J BRHRETRAHIER, ERGEER-KM, BARER-KL, EEE-W,;
J WE-CBREN, 145%T0HI17), Rt fte;

' High toughness substrate, high wear resistance of fine grain Al203 coating;

\/ Large cutting depth structure design, higher rough machining milling efficiency;

\/ Thick flute, super dense tooth cutter , more tooth number, higher processing efficiency;

"' Milling chip breaker for cast iron , heavy load chip breaker -KM, light load chip breaker-KL,wiper chip
breaker -W

' Double sided heptagon structure, 14 cutting edges, super high cost performance

14%H7)

14 cutting edges Curved edge

Inclined angle

HERTAER

Chip breaker for WECVDRE
Double color CVD coating

castiron

R wpubiZgin]
Heptagonal structure

CUTTING TOOLS

OKE #%71%

BMEERE
High wear resistance coating

—

ER 5L
GAMEEN

BARBNR
Large cuttingi
depth
BEZHEH
More teeth
SIEE
High toughness substrate
\) | L
VeSS 0 Application cases 1
# (pcs) 12A33%
IHER: Improved 33%
Work piece
14 12
MIF=gG: EARD Sl . . 12
Processed product Steering mechanism housing
9
FM497-A27-80-10-XN09
7ARS: o 10
Tool type XNMU0906ANN-KL/SC7220 ST g
T{FiH: g 158
Work piece material QT500 e 54 6
HIS . _ . 3
Cutting parameter Vc=276m/min @ 4
fz=0.1mm/z 2
Ap=3.5mm 0
JIEIE piia| SC7220 ARE]F= g
Cutting method Wet cutting Company A product
\) | L
ﬁﬁﬁﬁfﬂ@ Application cases 2
e w55 g
=] . mprove %
THER: .
work piece 100
80 70
MIFE=m: SR TH, o
Processed product Diesel engine 3 7:JE 60
JamS: FM497-B40-125-14-XN09 8 =
: @ %
fooltyps XNMUO906ANN-KM/SC7220 géﬂ 40
Ttk &
Work piece material HT250
20
I 8 .
gjﬁ{rﬁﬂbarameter Ve=250m/min
fz=0.2mm/fz 0 ANTIES
Ap=3mm SC7220 Company A product
AR 37|
Cutting method wet cutting

02
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CUTTING TOOLS

FM904
UEHFRRTIMEITIA

FM9O04 vertical square shoulder series milling tools

/O KIEIT)C KR, BRE;
JOIRETRR, BREEHRII R, ERNRERENEERE,;
JREERBTE, ESHNEY, ERNINIHE,;
J BAEWTIRIGIT, FRLILEN, BNE, 55,

" Long cutting edge, large cutting depth, high efficiency;

/' Arc edge design, high precision ground insert, higher surface quality and vertical accuracy;

\ Provide corn-shaped milling cutter, more teeth, higher processing efficiency;
 Dense teeth cutter design, with internal cooling structure, high efficiency, high life;

K7

Long cutting edge \\

Arc-shaped cutting edge

At A8

High precision grinding

PRI

w*% —
e :

internal cooling

OKE

i rIy E ERMENBIETIA
HizTIE sennmnzenss 0304

CUTTING TOOLS

1
BT
Dense tooth cutter

EHKEET) ——

Corn milling cutter

SRERENEERE

. higher surface quality and vertical accuracy
v | . .
v ESHN Application cases 1

IHEAR:

work piece % (pcs) ’H43%
Improved 43%
60 50
MIFEm: XA TR
Processed product Product: Blower casing 50
=. - -80-7- 35
JEnS: FM904-A27-80-7-LN13 o1 40
Tool type o T
LNGX130608PR-LM/SP9325 3 e
TR @ 1r 30
Work piece material HT250 2 #
LIHIS : 3 2
Cutting parameter Vc=180m/min @ 0
fz=0.18mm/fz 10
HIH A
Cutting method Ap=3mm 0
o AT
Wet cutting SP9325 Company A product
) = L
MAZEMO Application cases 2
MIF&: iR RF38%
Processed product | Vehicle bridge # (pcs) Improved 38% ’
JJRRS: D80EK$£7]-BT50 80 76
Tooltype LNGX130608PR-LM/SP9325 70
T 55
work piece material 40Cr 60
Hl : _ . o
Cutt{rﬁubarameter Ve=276m/min 3 j:JE 50
f2=0.18mm/fz [ g 40
(0]
I A _ a
Cutting method Ap=100mm E 30
bl
Wugt cutting 20
10
IHEHR: 0
~= e SP9325 AREF 5
Work piece Company A product
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CUTTING TOOLS

ODP
=IEfEEAMIsEkR5

ODP High Performance Universal Drills

J H—EREATATISINEGRE, REM ROMER M. MR, M AE%;

J RAMBAERR, REDEBEDIRSHGXEE, KBELERZHE RS, &
AR

J BREMINSEDR, EFENINKEERS.

J REFN7IOLE, MTRERERS, MILEELD, ETIMKELD, ELM
TEY[EIE N, NEERESRA.

\/ TiSiN composite coating for the new generation of general purpose drill , with excellent wear
resistance, heat resistance, solubility resistance;

\Adopt new groove shape, reduce cutting resistance and improve drill strength, iron chip treatment is
excellent and smooth chip removal, strong general use;

\ The realization of high efficiency processing, the production capacity is greatly improved.

\ Good cutting edge treatment, machining surface quality is improved, processing marks are reduced,
insert sticking phenomenon is reduced, continuous working time is increased and the service life of the
tool is improved.

¥iE7T18 ERSEABETIA
OI{E g%?ﬂu:e]:?laéﬁ sannnnzanaen 00106

iEFERE:

Application scope:
JEERTBE3MmM~20mm
FLi®3D~5DA4. 9%
ERTEANMISEEMmT

Tool diameter range 3mm~20mm
Hole depth 3D~5D, internal cooling and external cooling
Suitable for general purpose steel and castiron processing

=R IR

Product series

REFH 2 =® 711 (mm) FL3R (L/D)
Cooling method Type Flute diameter Hole depth
ODP-03EXXXX ~3
g8 ®3~920
External cooling ODP-05EXXXX ~5
ODP-03IXXXX ~3
A2 . ®3~920
Internal cooling ODP-05IXXXX ~5




OKE

g&ﬁeﬁi CUTTING TOOLS

R

Cutting edge shape of the drill tip

BB F LI 7] O, AT SR R
LS EMTIE L E,

Optimized crescent cutting edge,achieving good hole
accuracy and effective chip evacuation

R tEER

Fluid chip breaker

KAMENER, BRTIBIFEAMRES KR E, 5%
[BRIBNZHEB R, BA MR,

The new groove shape reduces cutting resistance and improves
the drill strength, make the chip removal smooth, with strong
versatility.

RREasEEAR

Excellent composite coating technology

BENZRERFERAN
Fe g5 L R AV BB 1% i Y
aEk.

Unique multi-layer coating technology

Excellent wear resistance, heat resistance, resistance
Solubility.

E\ rmj.

Mag= 100K
M—HRERMLATRATISINEGRE
New generation of TiSiN composite coating
for general purpose drills

OKE
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50
= 40
B e | e O tnrar
rocessed produc read Bottom Hole of auto parts
nARS: ol ot
2 : ODP-03E0800 =Hl 30
ool type E} ‘LQ
T 8 «Q
Worﬁ?eatfmaterial 42CrMo (HRC40+) g!ﬁ 20 L
HIS K. _ . e
Cutting parameter N=2790r/min 5Z /
Vc=70m/min 10
Fn=0.14mm/r o
AR5 BRI M ODP-03E0800
H=24mm Company Aproduct Company B product
REER: M2 (BR)
Cooling method Internal cooling (Saponification liquid) oo
HITHLBR: SHrRMT AL oz
Machine tool Three axis vertical machining center < %
mIEds: 40m, AEIFFIMITER 9"{5 -1+
Processing life 40m, met customer requirements s =
27
$53% 7] O ER: 3O am
Drill cutting edge wearness b 3
53
QO ~
c ] -
o a 08 1008 1200 1500
Nehsd
—t— COP-Q3ECH0 a— R eN=2
FLEFmEER:
Hole cylinder condition
ODP-03E0800
ODP-03E0800 AAT]F=
Company A product
Hithamh# M OKE
WIrm: AERARG AR Otherbrand
Processed product  Automotive steering system - flange 1000 853
JIARS: 827
Ttool type ODP-03E1260 ODP-03E1080 785 798
wﬁ!ﬁﬁﬁ;ﬂate,m 1055#. 45# (HRC30. /B Zp#ALL EBHRC58-62) 800
PILIES B }
Cutting parameter ~ N=1800r/min gbﬂ
8 T 600
Vc=70m/min o E
R
F=0.16mm/r e ™" 400
T
H=12.5mm
N 200
BEAR: B hes
Cooling method
IITHER: ST 0
Machine tool Three axis vertical machining center 0T 10.87L INT12.67L
I 80m, KREFFIMIER Processed 10.8 hole Processed 12.6 hole
Processing life 80m, met customer requirements
JIREHRILE: MpTHE:

Tool wear comparison

ODP-03E0800

ARE] BAR]
Company A Company B

On-site workpiece photos
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OMS
maaEm/IR5

OMS High Temperature Alloy Milling Series

J MEEMBLENSEERNESRE, EATFV60m/mins 3 IH|
GH4169f 1M R =R G K424,

f%+x¢§zzamnu+ HE A RUSHEEZRATEEREE;

J BMBTINEHA LR MES RSB EBHRNARHR;

J 7Iax ﬂ%ﬁ%hﬁ‘é&?&ﬂd\ﬂ]é%ﬂﬁ B T) B 7] RS E R

An excellent combination of base materials with high-temperature wear-resistant
composite coating, suitable for efficient cutting of GH4169 and powder hight
emperature alloy K424 at V < 60m/min;

Provides a range of integrated tool solutions for aviation engine disks, impellers,
and blades;

The high anti-vibration cutting edge structure excels in high-temperature alloy
trochoidal milling, slotting, and profile milling;

Utilizes ultra-fine polishing technology on the cutting edge to reduce cutting
resistance and prevent tool edge adhesion wear.

CUTTINGTOOLS

OKE #%71%

ERAEMISKNFRRTISIMIER

High Temperature Alloy Milling Series and Applications

= SH A 3]
8mssméﬁ%§£r§ﬁejglloy Flat End Mill ERHNNE
(49] 57] 67]) Engine Case

(4 flutes, 5 flutes, 6 flutes)

oOMsE RS REMAHKTI z
OMS H'Eél%e%perature Alloy Corner Radius End Mill» gfiijrtlgges
(471.571.67) ’

(4 flutes, 5 flutes, 6 flutes)

OMSERSRERLHT » LM M2
|

OMS High Temperature Alloy Ball Head End Mi Engine Blades, Disks, Impellers

(373. 473, 57))

(3 flutes, 4 flutes, 5 flutes)

FaFRTIR

Product Series

OMSEFIFESEMI K& nE SHMERIMTRAT

OMS High temperature alloy milling series types and geometries are as follows

B S PARSESid 7] 8
Type Geometries Flutes
OMS-4E.5E FLHET]
Flat end mill
E A%t
OMS_4R Corner Radius mill
Bk 9T iy
OMS-4B Ball head mill GE
Fmiie
Product Features FE%i2HEfA Unequal helical angles

5B pitch BifA Rake angle

al#a2
(1) WEL, A FZE AR FLER
I, BT LURNR TN, 1= T B AR iR AR
1, BRIAREFS Mgt A H—F
RemikaE.

As in Figure 1, unequal helix angles and variable pitch design

reduce
vibration, enhancing the tool's resistance to breakage.
Additionally, uneven

distribution of the lead angle further improves vibration resistance.



OKE #%7%

“

TN ERER

Variable core thickness groove

TREBRIRI &N
T BRI, ESHENMESCEEE
MIERESTIRNE

Variable core thickness groove design
adapts to complex conditions, enhancing
tool rigidity during machining of poor
rigidity or thin-walled materials

NOMETERARETZ, #% 7]
B LR B

BRI E T EEN, Bla A —
T, BN 7) B BRI REIR B

Polishing treatment on the cutting edge surfaces
prevents adhesive wear of the tool;

Innovative curved rake face structure with
uniformly changing curved lead angles enhances
overall strength and resistance to breakage of the
curved edge

mmpre @) BEHE
High strength edge protection Improved edge protection
Improved edge protection

40 45 5
HECERe

(4

AMHEREENTRUENT AELNE
Rake angle variations at different
positions for two edge protection

designs

KRB BEZIMEER, RELSHNBHERT;
KX EENEINEIT, RETTENERERYE —
8, RIETJESMTFRINT;
Bk 71 71 B B SN I, R = 70 O B 1 A 4 A R 14
8, KT B &,
The chip groove at the spherical end exhibits a trapezoidal shape,
delivering excellent chip evacuation capabilities.
The convex rounded design of the front face of the spherical end

enhances the tool's resistance to breakage, ensuring efficient and
stable machining.

The convex rounded design of the spherical end's cutting edge

MEEARARA, BFMIEN, EEE

®,BEEEMI,

The larger normal rake angle of the new designed
edge protection enhances sharpness, making it more
suitable for machining titanium alloys and high
temperature alloys

Improved to

))

BUHREIIKK BB EFZN =R EFIAN
*gﬁz;lﬁﬁ” Trapezoid chip groove
Chip groove before
improvement

improves wear resistance and resistance to breakage, extending
the tool's lifespan.

OKE*
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EZFH;% o Application cases 1

MIF=gS:
Processed product
JIARS:

Tool type
Tt

Work piece material

IS

Cutting parameter

ES3: ¢

Type of failures

TEERE:

Processing content

REBER:
Cooling method
MIHER:
Machine tool

MIEd

Processing life

bt Fr
Impellers

OMS-4B-120R6.0
GH4133B
It+1R(Blade root) S=1320 F=318 AP=15-20mm AE=1mm

ME(Blade surface) S=1320 F=520 AP=15-20mm AE=1mm
TNRER. AHIERMIESTK

Tool wear, increased load, and higher machining noise
7]+ 7]

End edge + side edge

K&

Liquid cooling

RO INEES

Baoji Three-axis vert|ca| machining center without rotary table
40m, ABFEFAIMTER

Meeting customer's requirements

REEFBFI7ZIASSG: BE6-TT

Single side for 6 to 7 pieces

mﬁﬁ%ﬁue Application cases 2

MIF=a: AR
Processed product Hexagon nut
TIAMS: OMS-4R-100R0.2
Tool type
T {#4%:
Work piece material A286(GH2132)
HISH: _
Cutting parameter $=2000
F=400
AP=6
AE=0.05
E3s 6 TIEER EREEE
Type of failures Tool wear, poor surface roughnes
TIRMERE: 7]+ 7]
Processing content End edge + side edge
REAHR: K2
Ccooling method Liquid cooling
IITHLEE: =i
Machine tool Three-axis vertical machining center
II%Ed: REEFBRITIAE S 144 R

Processing life

Meeting customer's requirements

Fiﬁﬁ;gﬂe Application cases 3

I

Processed product
JARS:

Tool type

Tkt
Work piece material

HISH:
Cutting parameter

EE
Support

OMS-5R-080R1.0

Gh3128

Mk T
Side milling roughing

S$=2400 F=1200 AP=5 AE=0.2

E3: ¢ TNEERTIHBEERN EEEE

Type of failures Tool wear, workpiece with burrs poor surface roughness
TIRMERE: IR 7]+HM 7]

Processing content End edge + side edge

BEER: K2

Cooling method Liquid cooling

IIAER: SN+ R

Machine tool Three-axis vertical machining center + rotary table

mIFEa: A5 P RIA B P N TER

Processing life 43 pieces, meeting customer's requirements

MR ER MamELE
Raw material Finished part

FEWFITIAVB=0.092mm OKEJJAVB=0.063mm
Competitor's cutting tool OKE cutting tool

F£JJHVB=0.082mm
Competitor's cutting tool

OKE7JHRVB=0.056mm
OKE cutting tool

PEvav: kA
Finished hexagon nut

BEER B R

Raw material Finished parts
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OMM
FEWMSHIMIHRTIZRT

OMM Stainless Steel High-efficiency Milling Series

RIMIMEMHE  FAFEN. SEW. FX RS2 RHINEF

INIHEE:<HRC50

I it M Bt haS e B sh BRieHh b . M F

IMIXE EEEBNL, BEARNRNIERNAE, BHRHALERAE 1Imm

Suitable for: stainless steel, alloy steel, castiron, titanium alloy, low carbon steel, etc.
Machining hardness: < HRC50

Machining methods: End milling, side milling, dynamic milling, trochoidal milling, helical
interpolation milling, ramping milling, etc

Machining type: suitable for rough and finish machining, particularly suitable for aggressive
roughing with large depth of cut and small width, with a feed rate of up to 1mm per
revolution.

E&ﬁ + Diameter range:

B S 7] #8 iR 71%& (mm)

Type Flutes Geometry Diameter
OMM-4E 14 ®1~20
OMM-4R 9 O1~P12

ﬁk‘nfﬁi*_ Features:

14549181t

Ui U7 K AR A R Y W E SMGASHIE M 4549, 1 s Sc A Bt TR B =8
IR KA AR F LGS, G T B i sinik Ik ae;
FHERBAAFIENREN, 1G58 T A RTPR M SR IR 4L

IR HERE K VBB LS, IS B B =18, M FUIEHEE.

1. Structure design:

The end mill adopts a unique dual-arc GASH structure, increasing chip space for end
milling and slot milling operations.

The end mill features an uneven flute structure, enhancing the tool's vibration resistance.
The slotting utilizes an uneven helix structure, reinforcing the tool's vibration resistance
during deep side milling. [,

The helical groove adopts a U-groove structural design, increasing chip space to Y J
facilitate chip removal. \ g

al+a2

2. 7]k |
REEDISYTEIOMKESNS, TeEHBRE; \ ('
TR 7] O#0. 5 7) ER R ST, B R R, HEB BIR6. .

B RAPVDRFMALTIXNE 13RI, G EXEEEESHNREY ALY iatiaitaki

Standard groove

SN, ERENTMEEIEA, MTERTRERREE, Eh K. S groove structure

2.Edge Treatment:

Utilizing a sandblasting passivation process for more uniform edge blunting, ensuring a more stable tool lifespan;

Better surface roughness on the tool's helical groove and edge surfaces,reducing friction coefficients and enabling smoother chip
evacuation.

Coating:Utilizing a new PVD ALTIXN composite structure coating design,enhancing surface density and oxidation resistance of the tool.
Additionally, itincreases hardness and toughness, minimizing coating detachment during machining, henceextending its lifespan.

AT ETIEE RERA UVEIREZEH, BE=TEIK R4, B INTIRIE AL
Improved ground flank surface on U-groove structure for .
the circumferential cutting edge larger chip space Unequal flute design for

better vibration resistance

WGASHEEH, £RIE NI 14 B[R B
ENEB=IE

Dual GASH structure to ensure
both rigidity and bigger chip

MK IZ, IO E—RItET space

New passivation process for more
uniform edge blunting

THEaxX
F—“ZFE ﬁ@] o Application cases 1 LEEspﬁor:p;iEEn

MIFm: EARTI A
Workpiece Non-standard tool holder 5000
TRES: OMM-4E-100
Tool Type
THHE: 4000
Workpiece material  4Cr13 (HRC45) .
LTS S & _ . &
Cutting parameters N=2550r/min ﬁ/ﬂ 3000

Vc=80mm/min JFJ.;

> 2000

Fr=0.13mm/r =

Ap=10~14mm - 1000

Ae=4mm
B AT 0
Cooling method Emulsified liquid OMM-4E-100 ANTI= SR
HEIA: &% Acompany product
Milling method Side milling

OMM-4E-100

II100¢4 7] REHIRZE

Tool wear status after processing 100 pieces of parts

N

Acompany product

T 5B workpiece

AN T X5

Machining area
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BRU R
RIIEEANTIE T

BRU Series Adjustable double-
edge Boring Tool

2 MR

Internal cooling available

AR TIRENLE, E U5

Special tool clamp positioning surface
for precise positioning

= RIETIRE, S ZHRT]
High-rigidity tool clamping structure,
resistant to vibration

TR AT HEEE0.3, SKIARBEEYIREHE

The axial difference of the cartridges is 0.3
mm,enabling rough boring in diameter over a wide

range.
BZNIRED, RNERE
Simple shank connector for easier
plugging and removing.
=T
ﬂﬁ%@be BT40-BRU-035045-100
EiwES:
Basic hol,d;er No. BRU-035045
TIFAS: BRU-035045-CC09-A

Cartridge NO.
BRU-035045-CC09-B

TIHIS % _ .
cutting parameter Ve=140m/min

Fn=0.4mm
MEHER: )
Internal cooling method Wet cutting

ItER:
Workpiece
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