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PN-U-01 P10 FACE MILL

High-Performance Milling with Double-sided 10-edge insert

W Coarse Pitch: @ 3.0“~0 10.0" (o 50mm~g 250mm)
W Fine Pitch: @ 2.0~ 10.0" (& 50mm~g 250mm)
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Econorical Double-Sided Inserts with 10 Cutting Ed‘es /
Equipped with Two Different Entry Angleh
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Suitable for Both Deep Cutting and Hi
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P10 Cutter

Economical double-sided 10-edge insert

Equipped with two different entry angles

e W
Large Depth of Cut

Enables large depth of cut

and efficient machining on

y high-rigidity machines.

| ap max=.200"

21°

High-Feed Machining

Enables high-feed machining
at depths of cut below .100".

~ ap £.100"

New PVD Coating Grades - DP117 / DP150

1. Improved coating toughness enhances edge stability and
reduces micro-chipping.

DP1 Coating

T’ ’i li‘- d

Conventional Coating

2. Stronger coating-substrate adhesion improves delamination
resistance by approx. 20%, ensuring stable & reliable cutting.

DP1 Coating Conventional Coating

Rigid Insert Clampin
Three-face constraint
provides rigidity and stability
in heavy cutting.

Helical cutting edge

The large axial rake angle
allows for smooth machining.
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Face Milling

P10 Cutter

G-Body,
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Specifications
CATALOG DIMENSIONS
STK FIG.| INSERT | Q PARTS
NUMBER Dc | D1 | Lf [ Db | d | d1 | a b I
PNS-5300R-19-100 e |3.00(372)|20|220|1.00|.787 | .374 | .236 | .750 | 1 5
(:5 PNS-5300R-19-125 e [3.003.72 (20256 (1.25|1.02|.500 |.315 | .866 | 1 5
= | PNS-6400R-19-150 o |4.00[4.72|25|3.78|1.50|1.26 | .626 | .393 | 1.00 | 1 6
& PNS-7500R-19-150 e |500(572)125|394(150|1.26|.626 |.393 |1.00 | 1 7
C&) PNS-8600R-19-150* o [6.006.72|25(3.94|1.50|2.36|.626|.393|1.38 | 2 8
g PNS-8600R-19-200* e |6.00(6.72|25|4.92 (200|275 |.748 | 433 |1.38 | 2 8
© | PNS-10800R-19-250* e | 800(8.72|25|591|250(551|1.00|.563 (138 3 10
PNS-121000R-19-250%| « [10.00{10.72|2.5|5.91 | 2.50 | 6.69 | 1.00 | .563 | 1.38 | 3 ) 12
T Rl
PNS-4200R-19-075 e |200(272|2.0|1.85|.750 | .610 | .319 | .197 | .750 | 1 N 4
S [—|csw-513H
PNS-5250R-19-075 e |250(3.22]20(1.97|.750 | .610 | .319 | .197 | .750 | 1 N 5 720
S |2 -
PNS-5250R-19-100 e [250(3.22(20220(1.00|.787 | .374 | 236 | .750 | 1 3 5
T | PNS-7300R-19-100 e |3.00(3.72]|2.0|220|1.00|.787 | .374 | 236 | .750 | 1 % 7
f_’ PNS-7300R-19-125 e |3.00(3.72]2.0]|256|1.25|1.02|.500|.315 |.866 | 1 7
Q. | PNS-9400R-19-150 e |4.00[4.72|25|3.78|1.50 | 1.26 | .626 | .393 | 1.00 | 1 9
"'zJ PNS-11500R-19-150 |  [5.00 |5.72 [2.5|3.94 | 1.50 | 1.26 | .626 | .393 | 1.00 | 1 11
L. | PNS-12600R-19-150* e |6.00(6.72|125]|394|150(2.36|.626|.393 (138 2 12
PNS-12600R-19-200* | « [6.00 [ 6.72 [2.5[4.92 | 2.00 [ 2.75 | .748 | .433 [ 1.38 | 2 12
PNS-14800R-19-250* |  |[8.00 |8.72 [2.5|5.91 {250 | 5.51 | 1.00 | .563 | 1.38 | 3 14
PNS-161000R-19-250*| « [10.00|10.72|2.5 | 5.91 | 2.50 | 6.69 | 1.00 | .563 | 1.38 | 3 16

*Not G-Body Note: All cutters supplied without inserts, wrench, & moly.
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Face Milling

P10 Cutter

Fig.1 eDc <125mm
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Specifications
%ﬁ‘:‘;ﬁ? STKI—1——1— T:"E:S'OZ? — 7| Fie| INSERT| @ | PARTS SRR
PNS-3050R-19-22 | |50 | 68.4 | 50|47 | 22| 17 | 104 |63 | 20| 1 3 M10
L | PNS-4063R-19-22 | o [ 63 | 814 |50|50 (22| 17 [104 |63 | 20| 1 4 | M10
E PNS-5080R-19-27 | ¢ | 80 [ 983 [ 50|56 |27 |20 |124| 7 | 22| 1 5 | M12X1.75X30*
ﬁ PNS-6100R-19-32 |  [100(118.3|50 (85|32 |26 |144| 8 | 25| 1 E M16X2X30*
2 PNS-7125R-19-40 | o [125|143.3|63|100| 40 | 32 |16.4| 9 | 32| 1 7 M20X2.5X40*
<L | PNS-8160R-19-40* | « [160|178.4|63 (10040 | 60 [16.4| 9 |32| 2 | 3 8 M20
8 PNS-10200R-19-60* | o [200 |218.4| 63 |150| 60 | 140|257 | 14 | 38 | 3 é E M16
PNS-12250R-19-60* | ¢ |[250 |268.4| 63 |150| 60 |170|25.7 | 14 | 38 | 3 S |12 |CSW-513H M16
PNS-4050R-19-22 | « | 50 | 68.4 |50 | 47 |22 | 17 | 104 |63 | 20 | 1 S 4] A2 M10
PNS-5063R-19-22 | e | 63 [ 81.4 50|50 |22 | 17 |104|6.3 |20 | 1 2 |5 M10
E PNS-7080R-19-27 | o | 80 [ 983 |50 |56 |27 | 20 |124| 7 | 22| 1 £ |7 M12X1.75X30*
E PNS-9100R-19-32 | « [100|118.3|50 |85 |32 | 26 |14.4| 8 | 25| 1 9 M16X2X30*
W | PNS-11125R-19-40 | o [125|143.3| 63 |100| 40 | 32 [16.4| 9 | 32| 1 11 M20X2.5X40*
E PNS-12160R-19-40* | « [160[178.4| 63 |100| 40 | 60 | 164 | 9 | 32| 2 E M20
PNS-14200R-19-60* | o [200 | 218.4| 63 |150| 60 | 140|257 | 14 | 38 | 3 14 M16
PNS-16250R-19-60* | ¢ |[250 [ 268.4 | 63 |150| 60 |170|25.7 | 14 | 38 | 3 16| M16

Note: All cutters supplied without inserts, wrench, & moly.
*Not G-Body
Arbor set bolt marked with * are supplied with cutter.
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Face Milling

P10 Cutter

TYPE

PNMU190720AER-MM PNMU190720AER-PM PNMU190720AER-PL PNMU190720AER-KM

T

=

] DIMENSIONS (mm) PVD COATING
CATALOG 5 Fig
NUMBER 2 IC [ RE DS250 DP117 DP150 JC8118 DH103 :
|—
PNMU190720AER-MM | M . 1
PNMU190720AER-PM M . . 1
19.5 7.5 2
PNMU190720AER-PL M . . 2
PNMU190720AER-KM M . 1

1 Ensure correct insert positioning before mounting

|

/X

Correct - Recommended Poor contact - Not acceptable

PNMU190720AER-PM JC8118
PNMU190720AER-PM DP117

The indication mark on the cutter body
and the corner of the insert must be
in the same position when mounting the inserts.

- J
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Face Milling
Recommended Cutting Data for P10 - 45° Entry Angle (DOC <.200")
Material Insert Grade SFM IPT DOC WOC
Gray Cast Iron PNMU190720AER-KM DH103
(PNMU190720AER-PL) (DP117) 550 014" - .016” 160" - .200” 70%
(160-260HB) (PNMU190720AER-PM) | (JC8118)
Nodular Cast Iron PNMU190720AER-KM DH103
(PNMU190720AER-PL) (DP117) 500 012" -.014” 120" - 200" 70%
(170-300HB) (PNMU190720AER-PM) | (JC8118)
Carbon Steel PNMU190720AER-PL DP150
PNMU190720AER-PM JC8118 550 010" -.014” 160" - .200” 70%
(below 250HB) (PNMU190720AER-MM) | (DS250)
Low Alloy Steel PNMU190720AER-MM DS250
PNMU190720AER-PM JC8118 400 .008” - .010” 120" - 200" 70%
(below 255HB) (PNMU190720AER-PL) (DP150)
Mold Steel PNMU190720AER-PL DP117
PNMU190720AER-PM JC8118 400 010" - .012” 160" - .200” 60%
(30-36HRC) (PNMU190720AER-PM) | (DP150)
Mold Steel PNMU190720AER-PL DP117
350 .008” - .010” 120" - 200" 609
(38-43HRC) (PNMU190720AER-PM) (JC8118) %
Stainless Steel PNMU190720AER-MM DS250
350 .008” - .010” 120" - 200" 609
(Austenitic) (PNMU190720AER-PL) |  (DP150) %
Stainless Steel PNMU190720AER-MM DS250 o 010" - 012" 160" - 2007 60%
(Martensitic) (PNMU190720AER-PL) (DP150) : : : : o

NOTE: 1. Please adjust cutting conditions according to machine rigidity or work rigidity.
2. In case of chatter occuring, recommend to reduce DOC or RPM and keep IPT.

3. DOC should be reduced when using on low rigidity machine.

4. Use air blow.
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Face Milling

Recommended Cutting Data for P10

- 27° Entry Angle (DOC <£.100”)
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P10 Cutter

Material Insert Grade SFM IPT DOC wocC
Gray Cast lron PNMU190720AER-KM DH103
(PNMU190720AER-PL) (DP117) 600 027" - .032" .080” - .100” 70%
(160-260HB) (PNMU190720AER-PM) | (JC8118)
Nodular Cast Iron PNMU190720AER-KM DH103
(PNMU190720AER-PL) (DP117) 550 .020” - .024” .040” - .080” 70%
(170-300HB) (PNMU190720AER-PM) | (JC8118)
Carbon Stel PNMU190720AER-PL DP150
PNMU190720AER-PM Jcs118 600 .024” - 028" .060” - .080” 70%
(below 250HB) (PNMU190720AER-MM) | (DS250)
Low Alloy Steel PNMU190720AER-MM DS250
PNMU190720AER-PM Jcs118 450 .016” - .020” .040” - .080” 70%
(below 255HB) (PNMU190720AER-PL) (DP150)
Mold Steel PNMU190720AER-PL DP117
PNMU190720AER-PM JC8118 450 .020” - .024” .060” - .080” 60%
(30-36HRC) (PNMU190720AER-PM) | (DP150)
Mold Steel PNMU190720AER-PL DP117
400 .016” - .020” .040” - .080” 609
(38-43HRC) (PNMU190720AER-PM) (JC8118) %
Tool & Die Steel PNMU190720AER-PM DP117
200 .006” - .008” .020” - .032" 609
(42-52HRC) (PNMU190720AER-PL) |  (JC8118) %
Stainless Steel PNMU190720AER-MM DS250 500 020° - 024" 040" - 080" 60%
(Austenitic) (PNMU190720AER-PL) (DP150)
Stainless Steel PNMU190720AER-MM DS250 550 016" - 020" 040" - 080" 60%
(Martensitic) (PNMU190720AER-PL) (DP150)

NOTE: 1. Please adjust cutting conditions according to machine rigidity or work rigidity.
2. In case of chatter occuring, recommend to reduce DOC or RPM and keep IPT.

3. DOC should be reduced when using on low rigidity machine.

4. Use air blow.




WORLDWIDE DISTRIBUTION

Europe: Asia:
Austria Greece Poland China
Belgium Holland Portugal North East: Middle East: Indonesia
Czech Republic Hungary Romania - Japan
Denmark Italy Slovenia India Korea
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