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IB-TPBT

Carbide Taper Ball End Mills

for Machining Impellers and Turbine Blades
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Specifications optimized for impeller and turbine blade applications in difficult-to-machine materials and
processes that are easily prone to chattering
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Facilities smooth chip evacuation and enhances tool strength
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Significantly reduces chip clog in the center
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Provides high tool rigidity

<AfEfREINL
ks IE 4 E n Stable Performance Even in Long-Hour Processing

SLIEFmaSNEEBRT A NN EBE K IRERE RS 2 ST, IB-TPBTRIRIARERISERE,
RSN SV I

In conventional taper ball end mills, the rake angle of the outer peripheral part becomes sharp and chipping tends to occur at shank side edge.
The IB-TPBT, on the other hand, is engineered with constant rake angle to minimize chipping to enable stable performance in long-hour operations.

1B EB Tip Section KUHER shank side Edge
7 /ﬁ.\
\
IB-TPBT -@ F _
i |
a=a
p B
\ T
VA= _ — J\ _
Conventional
i |
B#pB

IRIEERER! 3713 E ATk

Customization based on individual application needs! Choose from 3 types of coating.
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Post treatment after coating smoothens the tool
surface, which helps suppress heat generation
during cutting, enabling high durability and
improves surface finish.
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. **%E}J[IIN *%E}JDI/I:{%FI%'I iIE-@EﬁEXT_US\Z Semi-roughing to finishing with a single tool

fEFTE 1 IB-TPBTR3X4° (WXLiRE) MNI#F#: SUS630 IDRIHF : AGEMIIRIHR ERIM X5 The THRT : 120mm

Work Material

Coolant : Water-Soluble

Machine : Vertical 5-axis Machining Center

Work Size

Tool WXL Coating
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p (m/min) | (min?') | (mm/min) (mm/t) (mm) (mm) (mm) (mm) g Ti
Rechingsthed Cutting Speed Speed Feed Feed Rate dp Pf Stock to Leave | Milling Length Rtlnopns
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110 5880 Side milling maximum
: 0.2—0.1 THAIE :
TR 1,764 0.1 23.0 (2RFEINT) - 346 |Between2blades
inishing of blades 2 times finishing 253\%'1] (min)

**%DHI(W-I-H'[ED 5 85:‘%'11) Semi-roughing
04 BEE Milling Length :9,145mm
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4EEE Milling Length :346mm
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Finishing Ball End Mill
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Total solutions for impeller and turbine blade processing.
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B :mm Unit:mm
HmS B2 < T EBHE A 2K VAR5 1wz Kz R R | EF
EDP No. REX 8¢ LF APMX DCON DCX Coating Type Stock
W1990111 WXL
W1990112 R0.5 X 4° 65 20 6 3.73 FX 1
W1990113 DUROREY
W1990121 WXL
W1990122 R1 X & 65 20 6 4.66 FX 1
W1990123 DUROREY
W1990131 WXL
W1990132 R1.5 X &4 65 229 6 6 FX 2 X
W1990133 DUROREY
W1990141 WXL
W1990142 R2 X &4 75 30.5 8 8 FX 2
W1990143 DUROREY
W1990151 WXL
W1990152 R3 X & 80 315 10 10 FX 2
W1990153 DUROREY
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%= Please contact our sales department for lead time
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Special orders are accepted. Please contact OSG’s sales division for details.
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n *7_”_37: Tool Materials %Eﬂfg Surface Treatment
= | 3 FX iR | 3

carpie EREE WXL iR (TIAN Z52) DUROREY 322

Tungsten Carbide WXL WXL Coating FX (e IV DUROREY  DUROREY Coating

(TiAIN) Coating
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@U%‘E Side Milling

ITAA WA 55N N fitRaE
Work Material Precipitation Stainless Steel Titanium Alloy Heat Resistant Alloy
o SUS630 Ti-6Al-4V Inconnel
E— R
ARl 80 ~ 100m/min 60 ~ 80m/min 20 ~40m/min Depthof Cut
B Qe
. NG iRE SPAS RE . ALY iRE
RTJ‘ Egﬁ J&ﬁﬁﬁ}_ﬁ Deptil o%ut L#ié@g Deptfw o%ut E{%E ﬁzﬁ@g Deptil o%ut
DEsEREdE ?n;zle:g (mf:/enciin) {mim) (mrne/er:in) i) (Sng?:% (miffniin) mim) &
ap de ap de ap de
R0.5 X 4° 12,300 740 16 | 0.1 9,600 580 16 | 0.1 4,100 190 16 | 0.05 s
R1 X &4 8,800 800 16 | 0.1 6,900 630 16 | 0.1 3,000 180 16 | 0.05
R1.5 X &4 6,600 600 18 | 0.15 5,100 460 18 | 0.15 2,200 140 18 | 0.1
R2 X & 4,900 590 25 0.2 3,900 470 25 0.2 1,700 160 25 |0.15
R3 X & 3,700 670 25 0.2 2,900 530 25 0.2 1,300 160 25 | 0.15
%ﬁ#‘ﬁ (Bﬁg:%ﬁ) */j_—\lﬁ%ﬁu Tip (ball section) standard cutting
ITAA WA 55N PIN=Eo A&
Work Material Precipitation Stainless Steel Titanium Alloy Heat Resistant Alloy
or SUS630 Ti-6Al-4V Inconnel
TIEIEE 80 ~ 100m/min 60 ~ 80m/min 20 ~40m/min TIRE
utting Speed Depth of Cut
e TS o TiRE o Srag 4
R~ 230 BHEIRE Depth of Cut B Deptf‘\ of Cut IR AR Depth of Cut 7 ap
- . Speed Feed (mm) Feed (mm) Speed Feed (mm) Y/
DesgREiiEn (min™) (mm/min) (mm/min) (min™) (mm/min) wez &
ap Pf ap Pf p Pf Pf
R0.5 X 4° 30,800 1,850 | 0.1 0.1 23,900 1,440 |0.1 0.1 10,300 470 0.05 | 0.1
R1 X 4 15,400 1,390 | 0.15 | 0.2 12,000 1,080 [0.15 | 0.2 5,200 320 0.1 0.2
R15 X &4 10,300 930 |0.15 | 0.2 8,000 720 |0.15 | 0.2 3,500 210 0.1 0.2
R2 X & 7,700 930 | 0.2 0.25 6,000 720 |0.2 0.25 2,600 240 0.15 | 0.25
R3 X & 5,200 940 | 0.25 | 0.25 4,000 720 |0.25 | 0.25 1,800 220 0.2 0.25
fjﬁﬁﬁ‘ﬁ (IQ@;EB) %ﬁ%ﬁﬁu Tip (ball section) high-speed cutting EEHAMAIERER B BB, Please confirm that the capability of the machine is sufficient.
—— TR Has AnaS
\Work Material Precipitation Stainless Steel Titanium Alloy Heat Resistant Alloy
or«Materia SUS630 Ti-6Al-4V Inconnel
PIHIEE 180 ~ 200m/min 120 ~ 140m/min 50 ~70m/min IRE
Cutting Speed Depth of Cut
] PIRE T PIRE T 4
R~ Egﬁ L#QQJE}E Depti} o%ut E‘?JE ﬂiﬁﬁ}g Deptﬁ o%ut Ef%@ L#gl:l @E Depth of Cut W | @
DEsEEdE Ecﬁ.eney) (mf:/er?\in) {mim) ?rﬁ.erfg) (mfnefn‘im) i) (Srﬁfr?fj) (mrFY?frgin) {mim) iz
ap Pf ap Pf ap Pf Pf
R0.5 X 4° 64,900 3,900 0.2 | 0.1 44,400 2,670 0.2 |0.1 20,500 930 0.1 0.1
R1 X 4 32,500 2,930 03 | 0.2 22,200 2,000 03 |02 10,300 780 0.2 |0.2
R15 X &4 21,700 2,930 03 | 0.2 14,800 2,000 03 |02 6,900 630 0.2 |02
R2 X & 16,300 2,940 04 | 0.25 11,100 2,000 04 | 0.25 5,200 630 03 | 0.25
R3 X & 10,900 2,950 0.5 | 0.25 7,400 2,000 0.5 |0.25 3,500 630 04 |0.25
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1.Use a rigid and precise machine and holder.

2.The values listed above are for reference. Please set the cutting condition in
accordance with the actual machining environment.

3.Select side cutting or tip (ball section) cutting for the cutting method.

4.Please use a suitable fluid with high smoke retardant properties.

5.Tool runout should be kept to a minimum for maximum accuracy.
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0SG Corporation
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EBiE: 021-52552588; f€&: 021-58883300; HiR4m: 200051

BRLH (L) FHESAT
bt TATES SR 1-28HAE 1004
FBiE: 0510-82739271; {€E: 0510-82739220; HB4H: 214074

B (i) OB
ik EMHESXICES 7BrE18012=E
EBiE: 0553-5868160; f€8: 0553-5868190; HiRgR: 241000

AL (i) BNESFRT
ok N TR X EREER 181 SRk AE 15112
F3iE: 0512-62388327; {&H: 0512-62388320; HP#®: 215028

AL () FuMNRLLSESSAT
otk HUN AR LLXERIR —ER66S 4Rl 311703
EiE: 0571-82757757; {&H: 0571-82757767; HB4%: 311215

R (L) TIRESRT
ik AT E TR EM KRR S I AE401-35
FHIE: 0574-88161548;,  {&EL: 0574-88134670; Mp4R: 315199

B (E8) TTHORE
Mok TR XMFITERS157SRFIHCREA17015E
EBiE: 020-38210423; f€8: 020-38210425;  ®B4w: 510610

BRLH, (L) RYIZESSRT
it RYIHiEE X RREERAER2129CE (RRMIHKISALN)
EBiE: 0755-83566532; {&E: 0755-83558854; HB4w: 518048

BREA (L) HIHEESSAT
otk RN T A ERIREY S AT AR 2B 23R4S
EBiE: 0772-8250338; fEE: 0772-8250328; HiRgR: 545006

Bt (L8) dtmH
ik JERMEAEXEEI MK 195 EfRK/EARE18-05C
EHiE: 010-85261018; fEE: 010-85261016;  HB4®: 100004

B () REDRE
btk REHAIFEXEDR11SHTEFAET10E1018E
EBiE: 022-23037566; f€8: 022-23037577; HRgm: 300020

BRLAN, (L) XBHEESSRT
bt SRR THELSEE 58 BRI L1 Sh3 S 18551002
E3iE: 186-3092-1318;  HB4w: 450016

XL (EHE) PARESH
otk PRTHARK RS ARIETER13S#385T301=
EiE: 029-88860594; f€E: 029-88860594; #R4m: 710000

XA (£ KESRE
#elit: KIEFRXHUCERRAEB2006
EiE: 0411-87655185; {8 0411-87655186; Hik4m: 116600

BEH (L) BBARE)
ek ERmHmAtRREE30S5IA 153 512851202E
E3i&E: 0532-66775787 {88 0532-66775797  Hp4m: 266034

EXEHL (EHE) MEBHESAT
ek SUPHMEATEX X555 LEE M HRNS%32-04
EBiE: 024-22852762 fEH: 024-22852763 k4R 110021

BREH (L) KEBZH
it KENEMREG ARS8 SAMRER2FIT1405=
FHiE: 0431-89388499;  {&H: 0431-89230366; Mf4H: 130012

EXEHL (L) BB
otk PERTHEVRX AR IR 7 S RERR25 1 B5T803 5
EiF: 028-65783992; f£H: 028-85005292; HiR4R: 610042

B (L) EXRDAF
it ERMEIXEZEEELE 185 PigiaEl 4E12-1
E3iE: 023-67136872; HR%m: 401120

BREHL () EiXEST
otk FIX LR X =PRI TERB 1852505
E3i&: 027-85557360; f&88: 027-85557350;  HB4m: 430010

BXEA (Eif) KBS

etk RSO TR O RKHE T EE3654mSOHO 1613
HiE: 0731-88620770; fEHE: 0731-88620770; Hp4m: 410000
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