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PULSAR-IDX
CUTTING CONDITION

ae

RPM = revolution per minute (rev/min)

Vc = surface meter per minute (M/min)

Dia. = diameter of insert (mm)

Vf = feed rate (mm/rev)

De = effective tool diameter (mm)

ap = axial depth of cut (mm)

ae = radial depth of cut (mm)

Vc [M/min] =

Vf [mm/min] =

RPM [rev/min] =

De [mm] =

(RPM)•(π)•(Dia.)

1000

(RPM)•(Feed)

(Vc)•(1000)

(π)•(Dia.)

2 (ap)•(Dia. - ap)

ASSEMBLY OF PULSAR-IDX

CUTTING CONDITION

▲ Make sure to clean the insert and insert seat.

▲ Slide the insert into the slot of the holder.
Tighten the screw using anti-seize compound.

＊When the screw is worn out, please change the
new screw.

＊Please tighten up the screw with recommended
torque. (Please refer to the table)

＊Don't press down the insert, when the screw is
tightened.
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PULSAR-IDXCUTTING CONDITION

WORK
MATERIAL

HARDNESS

PULSAR-IDX TYPE

CUTTING 
CONDITION

Ø8

Ø10

Ø12

Ø16

Ø20

Ø25

Ø30, Ø32

0.30~0.50

0.30~0.50

0.40~0.60

0.50~0.70

0.50~0.80

0.50~1.00

0.80~1.00

0.80~0.25 

1.00~0.25 

1.20~0.30 

1.60~0.30 

2.00~0.40 

2.50~0.40 

3.00~0.40

0.30~0.50 

0.30~0.50 

0.40~0.60 

0.50~0.70 

0.50~0.80 

0.50~1.00 

0.80~1.00

0.20~0.10 

0.25~0.10 

0.30~0.10 

0.80~0.10 

1.00~0.10 

1.25~0.10 

1.50~0.10

0.80~0.25 

1.00~0.25 

1.20~0.30 

1.60~0.30 

2.00~0.40 

2.50~0.40 

3.00~0.40

0.20~0.30 

0.25~0.35

0.25~0.40 

0.30~0.50 

0.35~0.55 

0.40~0.60 

0.40~0.80

0.20~0.10 

0.25~0.10 

0.30~0.10 

0.80~0.10 

1.00~0.10 

1.25~0.10 

1.50~0.10

0.80~0.25 

1.00~0.25 

1.20~0.30 

1.60~0.30 

2.00~0.40 

2.50~0.40 

3.00~0.40

0.20~0.30 

0.25~0.35

0.25~0.40 

0.30~0.50 

0.35~0.55 

0.40~0.60 

0.40~0.80

0.20~0.10 

0.25~0.10 

0.30~0.10 

0.80~0.10 

1.00~0.10 

1.25~0.10 

1.50~0.10

0.80~0.20 

1.00~0.20 

1.20~0.25 

1.60~0.25 

2.00~0.35 

2.50~0.40 

3.00~0.40

0.20~0.10

0.25~0.10

0.30~0.10

0.80~0.10 

1.00~0.10 

1.25~0.10

1.50~0.10
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Feed (Vf)
[mm/rev] 

ae
[mm]

ap
[mm]

Feed (Vf)
[mm/rev] 

ae
[mm]

ap
[mm]

Feed (Vf)
[mm/rev] 

ae
[mm]

ap
[mm]

Feed (Vf)
[mm/rev] 

ae
[mm]

ap
[mm]

160~260

215~400

120~200

150~380

100~200

150~320

180~230

200~250

200320 200320 200320, 200351 200351

HB

HRc

~280  

~30

280~380 

30~40

380~480 

40~50

480~740

50~65

CARBON & ALLOY
STEELS

CARBON & ALLOY
STEELS 

DIE TOOL STEELS
PRE-HARDENED HARDENED STEELS

▶ Recommend to reduce the feed rate to 70 ~ 85% when you use long tools.

PULSAR-IDX BALL (200320, 200351 Series)

WORK
MATERIAL

HARDNESS

PULSAR-IDX TYPE

CUTTING 
SPEED

Vc [M/min] 

CUTTING 
CONDITION

Ø8

Ø10

Ø12, Ø13

Ø16, Ø17

Ø20, Ø21

Ø25, Ø26

Ø30, Ø32

0.40~0.30

0.40~0.30

0.40~0.30

0.50~0.40

0.50~0.40

0.50~0.40

0.50~0.40

0.20~0.10

0.20~0.10

0.30~0.10

0.80~0.20

1.00~0.20

1.30~0.20

1.60~0.20

0.40~0.30

0.40~0.30

0.40~0.30

0.50~0.40

0.50~0.40

0.50~0.40

0.50~0.40

0.80~0.20

1.00~0.20

1.20~0.20

1.60~0.20

2.00~0.20

2.50~0.20

3.20~0.20

0.20~0.10

0.20~0.10

0.30~0.10

0.80~0.20

1.00~0.20

1.30~0.20

1.60~0.20

0.20~0.10

0.20~0.10

0.20~0.10

0.24~0.12

0.24~0.12

0.24~0.12

0.24~0.12

0.80~0.20

1.00~0.20

1.20~0.20

1.60~0.20

2.00~0.20

2.50~0.20

3.20~0.20

0.20~0.10

0.20~0.10

0.30~0.10

0.80~0.20

1.00~0.20

1.30~0.20

1.60~0.20

0.20~0.10

0.20~0.10

0.20~0.10

0.24~0.12

0.24~0.12

0.24~0.12

0.24~0.12

0.80~0.20

1.00~0.20

1.20~0.20

1.60~0.20

2.00~0.20

2.50~0.20

3.20~0.20

0.20~0.10

0.20~0.10

0.30~0.10

0.80~0.20

1.00~0.20

1.30~0.20

1.60~0.20

0.80~0.20

1.00~0.20

1.20~0.20

1.60~0.20

2.00~0.20

2.05~0.20

3.20~0.20
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Feed (Vf)
[mm/rev] 

ae
[mm]

ap
[mm]

Feed (Vf)
[mm/rev] 

ae
[mm]

ap
[mm]

Feed (Vf)
[mm/rev] 

ae
[mm]

ap
[mm]

Feed (Vf)
[mm/rev] 

ae
[mm]

ap
[mm]

160~250

200~300

ROUGHING

FINISHING

120~240

200~280

100~240

200~280

80~180

150~220

200120 200120 200120, 200151 200151

HB

HRc

~280  

~30

280~380

30~40

380~480 

40~50

480~740

50~65

CARBON & ALLOY
STEELS

CARBON & ALLOY
STEELS

DIE TOOL STEELS
PRE-HARDENED HARDENED STEELS

PULSAR-IDX CORNER RADIUS (200120, 200151 Series)

▶ Recommend to reduce the feed rate to 70 ~ 85% when you use long tools.

CUTTING 
SPEED

Vc [M/min] 

ROUGHING

FINISHING



INSERTS & STEEL / CARBIDE HOLDERS
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