SEEEDUR

BDIPOSPENTA

Cutter Series (Depth of Cut):
Hi-Feed: 1DP1C/DP6C(.06)

Hi-Feed: 1DP1P/DP6P(.11)
65° Lead: DM6C(.13)
65° Lead: DM6P (.25)

Insert Series:
PNCUO5
PNCU10

Diameter Range:
.750"-4.00"

Lead Angles:
25° & 65°

Adaptions: Hi-Feed & 65° Mills with 10-Edge Economy!
Cylindrical, Top-On

& Face Mill In response to the market's demand for Hi-Feed cutters with economical

| multi-corner inserts while adding further value to utilize the same insert
Materials: | for deeper facing applications, Ingersoll announces DiPosPenta. Available
Cast "°'|‘|' Steel, Stainless Steels, with two different insert sizes, DiPosPenta incorporates 2-Side-Technology
SuperfiiSey with positive-geometry-performance in mind. Whereas the Hi-Feed
cutters aim for .06 & .12 DOC's respectively, the 65° Face mills combine
the chip thinning benefits of 45° with deeper depth of 75°.

Features & Benefits:

e Same insert fits Hi-Feed & 65° mills

* Reinforced cutting edge boasts high feed rate potential

* Positive geometry promotes smooth machining

» Wide market range including Die/Mold and General Purpose!
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HIGH SPEED & FEED

B FEATURES

Same insert covers both high feed and facing applications

>

-
Backdraft

High Feed

/

Facing

65°

Lower cutting force in deep cavity machining (High Feed)

High positive rake angle for smooth machining (High Feed)
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SPEED & FEED "—1

] 05 SERIES 1DP1C (CYLINDRICAL SHANK STYLE)

HI-FEED END MILL (SMM INSERT) @ @ @ &ga ﬁ A

Contour Channel Ramp Corkscrew Facing Coolant

OAL ‘ | Backdraft

\J X o
-
— /) \— 26°karR

= T = ‘
DTXDC— jf;if% 7~ —HlpCoN e
S l .10Reea

.06apmx
DCX DC LUX LPR OAL ZEFF REEQ DCON RMPX
Part Number Cutting Cutting Usable Protruding Overall Eff. Program Radius| ~ Shank Ramp
Dia. Max. Dia. Length Max. Length Length Teeth Equivalent Dia. Angle Max.

1DP1C-07015S7R01 0.750 0.431 1.50 4.00 6.00 3 0.100 0.750
1DP1C-1001551R01 1.000 0.677 1.50 3.75 6.00 4 0.100 1.000 1.1
1DP1C-12020S9R01 1.250 0.927 2.00 5.75 8.00 5 0.100 1.250 1
1DP1C-15020S5R01 1.500 1.177 2.00 5.34 8.00 6 0.100 1.500 0.8

*Program like an end mill with .10" Corner Radius.

B BIPGS =G N7 05 SERIES 1DP1C (TOP*ON STYLE)

L5 < g s
HI-FEED MODULAR END MILL (5MM INSERT) y @)

Contour Channel Ramp Corkscrew Facing Coolant
] i’%“ M | " Backdraft
N iy
= \ N 26°
DCX DC T+ ,\W»DHUB e
L -10Reea
.06apmx
DCX DC LF ZEFF REEQ Ccms RMPX
Part Number Cutting Cutting Functional Effective Program Radius Connection Ramp Angle
Dia. Max. Diameter Length Teeth Equivalent Code Max.
1DP1C-07015X6R01 0.750 0.431 1.50 3 0.100 TopOn M10
1DP1C-10015X7R01 1.000 0.677 1.50 4 0.100 TopOn M12 1.1
1DP1C-12015X8R01 1.250 0.927 1.50 5 0.100 TopOn M16 1
1DP1C-15015X8R01 1.500 1.177 1.50 6 0.100 TopOn M16 0.8

*Program like an end mill with .10" Corner Radius.
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SEEEDU>

BIPGS=23NTi7-\ 05 SERIES DP6C

HI-FEED FACE MILL (SMM INSERT) @ @ @ éga ﬁ A

Contour Channel Ramp Corkscrew Facing Coolant

| Backdraft

OAL /R\Vf 26°kaPR
v
-10Reea
.06apmx
DCX DC OAL ZEFF REEQ DCON KWW RMPX
Part Number Cutting Cutting Overall Effective Program Radius Bore Kevw Ramp Angle

Dia. Max. Diameter Length Teeth Equivalent Dia. eyway Max.

DP6C-15R01 1.500 1177 1.57 6 0.100 0.500 0.25 0.8

DP6C-20R01 2.000 1.677 1.57 7 0.100 0.750 0.31 0.7

DP6C-25R01 2.500 2177 1.57 8 0.100 0.750 0.31 0.6

*Programing Corner Radius: .10"R.

B BIPES =3 N7 05 SERIES DM6C

Ca P
65° FACE MILL (5MM INSERT) @ ﬁ A

Channel Facing Coolant

/ 65°kAPR1
OAL T
]
-13aPmx
DCX DC OAL ZEFF DCON KWW
Part Number Cutting Cutting Overall Effective Bore Kevw
Dia. Max. Diameter Length Teeth Dia. eyway
DMé6C-15R01 1.500 1.65 1.570 6 0.500 0.250
DM6C-20R01 2.000 2.15 1.570 7 0.750 0.312
DMé6C-25R01 2.500 2.65 1.570 8 0.750 0.312
DM6C-30R01 3.000 3.15 1.750 9 1.000 0.375
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SrEED

HIGH SPEED & FEED

(U]

BIP@S =X3NZA 05 INSERT

PNCUO5_M PNCUOS5_ML

PNCU050315R-M
PNCU050315R-ML

Multi-Purpose
SSIHi-Temp/Ti

Corner
Radius

0.059
0.059

\&E
Inscribed
Circle Dia.

0.279
0.279

] 05 HARDWARE

Il <

1DP1C-07015S7R01
1DP1C-10015S1R01
1DP1C-12020S9R01
1DP1C-15020S5R01
1DP1C-07015X6R01
1DP1C-10015X7R01
1DP1C-12015X8R01
1DP1C-15015X8R01
DP6C-15R01
DP6C-20R01
DP6C-25R01
DM6C-15R01
DM6C-20R01
DM6C-25R01
DM6C-30R01

s |

Numberof Indexes

0.149
0.149

10

Insert
Hand

Right
Right

-

(=]
[32]
wn
N
=

5Y Q

Screw Torx Driver Retention Bolt Coolant Retention Bolt Torque Driver Handle Preset Torque Bit Torque Driver Bit Wrench
SM25-060.90  DSTPOTS DSA0-255  DT-08-25 DSTPO7BT
SM25-060.90  DSTPOTS DS-A0-255  DTR08-25 DSTPO7B1
SM25-060.90  DSTPOTS DS-A0-25S  DT-08-25 DSTPO7B1
SM25-060-90  DSTPOTS DS-A00-25S  DT-08-25 DSTPO7B1
SM25-060.90  DSTPOTS DS-A00-25S  DT-08-25 DSTPO7B1 615MM
SM25-060-90  DSTPOTS DS-A00-255  DT-08-25 DSTPO7B1 617MM
SM25-060.90  DSTPOTS DS-A0-25S  DT08-25 DSTPO7B1 622MM
SM25-060-90  DSTPOTS DSA00-255  DT-08-25 DSTPO7B1 622MM
SM25-060.90  DSTPOTS SD-04-46 DS-A00-25S  DT-08-25 DSTPO7B1
SM25.060-90  DSTPO7S SD-06-46 0689 DSAQ0-25S  DF08-25 DSTPO7B1
SM25-060.90  DSTPOTS 5D-06-46 00689 DSA00-255  DF08-25 DSTPO7BT
SM25-06090  DSTPOTS SD-04-46 DS-A00-255  DT-08-25 DSTPO7BT
SM25-06090  DSTPOTS 5D-06-46 -0689  DSA00-25S  DI08-25 DSTPO7B1
SM25-060-90  DSTPOTS 5D-06-46 D-0689  DSA00-255  DI08-25 DSTPO7B1
SM25-060.90  DSTPOTS $D-08-46 SD08C9  DSA00-25S  DI08-25 DSTPO7B1
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SEEEDE

¥ HIGH SPEED & FEED

B BIPES=3N72\ 10 SERIES 1DP1P (CYLINDRICAL SHANK STYLE)

HI-FEED END MILL (10MM INSERT)

DCX DC
Part Number Cutting Cutting
Dia. Max. Dia.

1DP1P-15020S5R01 1.500 0.850

*Program like an end mill with .21" Corner Radius.

dddddd

Contour Channel

OAL

APMX LUX
Depth of Usable
CutMax. | Length Max.

0.118

s

LPR OAL ZEFF
Protruding Overall
Length Length Teeth

B BiIPeS =3 N2 10 SERIES 1DP1P (TOP<ON STYLE)

HI-FEED MODULAR END MILL (10MM INSERT)

DCX
Part Number Cutting
Dia. Max.

1DP1P-15020X9R01 1.500
*Program like an end mill with .21" Corner Radius.

Cutting
Dia.

0.850

APMX
Depth of
Cut Max.

0.118

Ramp

Corkscrew Facing

Cooll

ant

- “ Backdraft

‘ / /\\/* 25°aPR

~~ ) —

T
v

-21Reeq

11apmx

REEQ

DCON

Program Radius|  Shank
Equivalent Dia.

0.210

1.500

RMPX

Ramp

Angle Max.

dadddd d

Contour

Channel

CCMS
P

‘ LF
Vas
o ! S
ZEFF
Functional .
Length Teeth

REEQ
Program Radius
Equivalent

0.210

Ramp Corkscrew Facing Coolant
\\ " Backdraft
/‘}f 25°%aPR
7 V
-21Reeq
11 apmx
DHUB CCMS RMPX
Hub Connection Ramp
Dia. Code Angle Max.
TopOn M20 22
NEW-315-3
(12/2022)

6/14



SEEEDU>

B BIPGS2ENZA 10 SERIES DP6P

& T o e Lo
HI-FEED FACE MILL (10MM INSERT) 7 @

Contour Channel Ramp Corkscrew Facing Coolant

DCON —-‘
_,, KW \\ " Backdraft
% /
J ‘/i,\ﬁZSOKAPR
et
-21Reeq
11 apmx
DCX DC OAL ZEFF REEQ DCON KWW RMPX
Part Number Cutting Cutting Overall Effective Program Radius Bore Kevwa Ramp Angle
Dia. Max. Diameter Length Teeth Equivalent Dia. eyway Max.
DP6P-20R01 2.000 1.350 1.57 4 0.210 0.750 0.31
DP6P-25R01 2.500 1.850 1.75 5 0.210 1.000 0.38 1.6
DP6P-30R01 3.000 2.350 1.75 6 0.210 1.000 0.38 1.2

* Programing Corner Radius: .21"R.

BIPeS =23Ni7ZX 10 SERIES DM6P

2 Lo
65° FACE MILL (10MM INSERT) @ ﬁ A

Channel Facing Coolant

A
-25ppMx

DC DCX OAL ZEFF DCON KWW

Part Number Cutting Cutting Overall Effective Bore Kevw
Diameter Dia. Max. Length Teeth Dia. eyway

DMé6P-20R01 2.000 2.280 1.750 4 1.000 0.375
DM6P-25R01 2.500 2.780 1.750 5 1.000 0.375
DMé6P-30R01 3.000 3.280 1.750 6 1.000 0.375
DM6P-40R01 4.000 4.280 2.375 8 1.500 0.625
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SEEEDU>

-

DIIPES =TNAZ\ 10 INSERT

"\
\E 7 s
3 IC H a
Part Number Application Corner Inscribed Insert &
Radius Circle Dia. Thlckness Numberoflndexes Hand s
PNCU100630R-M Multi-Purpose 0.118 0.559 0.303 Right
PNCU100630R-ML SS/Hi-Temp/Ti 0.118 0.559 0.303 10 Right LI

B BIPeS =3N7-\ 10 HARDWARE

**QPTIONAL** **QPTIONAL** **OPTIONAL** **QPTIONAL** **QPTIONAL**

o

Screw Driver Handle Tonx Driver Blade Retention Bolt Retention Bolt  Torque Driver Handle PresetTorque Bit Torque Driver Bit Wrench
1DP1P-15020S5R01  SM50-127-10 DS-A0OT DST206B - - DS-A00-.25T DT-44-.25 DST208B1
1DP1P-15020X9R01  SM50-127-10 DS-A0OT DS-T206B - - DS-A00-.25-T DT-44-.25 DS-T20B1 630MM

DP6P-20R01 SM50-127-10 DS-A0OT DST206B SD-06-46 SD-06-89 DS-A00-.25T Dr-44-25 DST208B1
DP6P-25R01 SM50-127-10 DS-A0OT DST206B SD-08-47 SD08-C9 DS-A00-.25-T DT-44-25 DST20B1
DP6P-30R01 SM50-127-10 DS-A0OT DST206B SD-08-47 SD08-C9 DS-A00-.25T DT-44-25 DST208B1

DM6P-20R01 SM50-127-10 DS-A0OT DST206B SD-08-47 SD08-C9 DS-A00-.25-T DT-44-25 DST20B1
DM6P-25R01 SM50-127-10 DS-A00T DS-T206B SD-08-47 SD08-C9 DS-A00-.25T DT-44-.25 DS-T20B1
DM6P-30R01 SM50-127-10 DS-A0OT DST206B SD-08-47 SD08-C9 DS-A00-.25-T DT-44-25 DST208B1
DM6P-40R01 SM50-127-10 DS-A00T DS-T206B SD-12-82 SD-12-99 DS-A00-.25T DT-44-.25 DS-T20B1
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BIPGS] =23NTi7-\ 05 OPERATING GUIDELINES (65°)

Chip Thinning

* Chip Thinning Calculator is reccommended to ensure
hmax is greater than .003".

Materials Ve fz* ap Harder Tougher

Cutting Speed Feed/Tooth Recommended

’ h Axial Depth of
Mat'l Grou SFM (inch) ;
#VDI 3323p Cut (inch) IN2505 IN2530

Coolant

400-1000
350-700 .004-.008 .040-.120 2 1 No
300-600
Stainless Steel
12-13 (ferritic & martensitic) 410, 416, 440 350-600 Yes
M .004-.007 .040-.120 2 1 May not be
Stainless Steel 303, 304, 316, ¢ -
(austenitic) 15.5,17-4 300-550 required at high

speeds

.004-.008 .040-.120 1 2 No

31-35  HighTempAlloys ~ conel. Hastelloy, - 45979 1 2
AL .040-120 Yes
36-37  TianumAlloys gy SAAY 85-130 2 1

Note: Feed and speed recommendations are starting operating parameters. They are only guidelines from which further optimization should take place. Operating
parameters are influenced by many machining variables. These variables may cause for reductions in feeds and speed or dramatic increases. Additionally, DOC and
WOC may need to be revised to optimize the tools performance.
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BIPGS]=23NTi7-\ 05 OPERATING GUIDELINES (HI-FEED)

Chip Thinning

26°

2
3 "
%>

* Chip Thinning Calculator is recommended to ensure
hmax is within range.

Materials

‘ Harder Tougher

f2* a hmax*

P
i Rec. Axial Chip

Mat'l Group Fe&(zidnlzg;)th Depth of Cut | Thickness Coolant
IS0 | “4vpi3323 Type (inch) (inch)

400-1000
350-700 .008-.030 .008-.060 .003-.013 2 1 No
300-600
Stainless Steel
12-13 (ferritic & martensitic) 410,416,440 350-600 Yes
.008-.025 .008-.060 .003-.011 2 1 May not be
Saesslel IO 300550 eied
high speeds
.008-.030 .008-.060 .003-.013 1 2 No
. Inconel, Hastelloy,
31-35 High-Temp Alloys Nimonic, Mone 65-120 .003-.011 1 2 Yes
.008-.025 .008-.060
N 6Al-4V,
36-37 Titanium Alloys 5A1-5Mo-5V-3Cr 85-130 2 1

Note: Feed and speed recommendations are starting operating parameters. They are only guidelines from which further optimization should take place. Operating
parameters are influenced by many machining variables. These variables may cause for reductions in feeds and speed or dramatic increases. Additionally, DOC and
WOC may need to be revised to optimize the tools performance.
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B BiIPES=3Nn7-\ 10 OPERATING GUIDELINES (65°)

Chip Thinning

* Chip Thinning Calculator is recommended to ensure
hmax is greater than .003".

Materials Ve fz* ap Harder Tougher

; Recommended
Cutting Speed Feed/Tooth : Coolant
Mat'l Grou SEM (inch) Axial Depth of

p .
#VDI 3323 Cut (inch) IN2505 IN2530

400-1000
350-700 .004-.010 .060-.200 2 1 No
300-600
Stainless Steel
12-13 (ferritic & martensitic) 410, 416, 440 350-600 Yes
M .004-.009 .060-.200 2 1 May not be
Stainless Steel 303, 304, 316, ¢ -
(austenitic) 15.5,17-4 300-550 required at high

speeds

.004-.010 .060-.200 1 2 No

31-35  HighTempAlloys ~ conel. Hastelloy, - 45979 1 2
LU .060-.200 Yes
36-37  TianumAlloys gy SAAY 85-130 2 1

Note: Feed and speed recommendations are starting operating parameters. They are only guidelines from which further optimization should take place. Operating
parameters are influenced by many machining variables. These variables may cause for reductions in feeds and speed or dramatic increases. Additionally, DOC and
WOC may need to be revised to optimize the tools performance.
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B BiIPES =3 72\ 10 OPERATING GUIDELINES (HI-FEED)

Chip Thinning

26°

2
3 "
%>

* Chip Thinning Calculator is recommended to ensure
hmax is within range.

Materials

‘ Harder Tougher

f2* a hmax*

P
i Rec. Axial Chip

Mat'l Group Fe&(zidnlzg;)th Depth of Cut | Thickness Coolant
IS0 | “4vpi3323 Type (inch) (inch)

400-1000
350-700 .008-.035 .008-.080 .003-.015 2 1 No
300-600
Stainless Steel
12-13 (ferritic & martensitic) 410,416, 440 350-600 Yes
.008-.030 .008-.080 .003-.013 2 1 May not be
Saesslel IO 300550 eied
high speeds
.008-.035 .008-.080 .003-.015 1 2 No

31-35  HighTempAlloys nconel, Hastelloy, 5 404 .003-013 1 2 Yes

Nimonic, Mone
.008-.030 .008-.080
6Al-4V,

36-37 Titanium Alloys 5A1-5Mo-5V-3Cr 85-130 2 1

Note: Feed and speed recommendations are starting operating parameters. They are only guidelines from which further optimization should take place. Operating
parameters are influenced by many machining variables. These variables may cause for reductions in feeds and speed or dramatic increases. Additionally, DOC and
WOC may need to be revised to optimize the tools performance.
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—

SPEED & FEED "—1

D
Cutter RMPX APMX L HD HD
12 027
0.750 1.2 .060 2.5 3 1.50 .835
17 031
1.000 1.0 060 33 3 200 ggs
2.2 039
1.250 1.0 060 33 ’ 2.50 823
27 04
1.500 0.8 060 39 ’ 3.00 343
7 047
2.000 0.7 060 4.8 3 4.00 .851
a7 051
2.500 0.6 060 5.1 ’ 5.00 825

] 05 PROGRAMMING DATA: PNCUO5 (HI-FEED)

R A B
Program Over cut Un-machined
.100 0 032

PNCU 05 .106 0 .030
118 001 026

A: Overcut

: Recommended program 'R’
R

B: Un-machined
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—

SPEED & FEED "—1

oC Straight Ramp
Cutter RMPX APMIX L HD HD
Diameter Ramp Angle Max. Depth of Cut Max. Ramp Length Min. | Hole Diameter Min. | Hole Diameter Max.
2.33 067
1.500 1.5 118 4.3 3.00 086
3.33 110
2.000 19 118 34 4.00 118
4.33 118
2.500 1.7 118 39 5.00 118
5.33 118
3.000 1.5 118 45 6.00 118

B BIP@S=3NZ2 10 PROGRAMMING DATA: PNCU10 (HI-FEED)

R B
mm
216 0 057
N PNCU 10 236 003 050
256 008 044

- : Recommended program 'R

B: Un-machined
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