821223 (PUlsar HRCT0)  p—i——

Ty (mm/rev)
Material Hardness Ve
Group HRe {mimiin) 830 | 840 | 850 | 860 | @70 | 880 | @100 | @120 | 8140 | 28160 | @150 20.0
39 | 49 | 59 | 69 | 78 | @9 | 118 [ -135 | 155 | <75 | -195 | B
18
B0-55 (1422) 004 | 004 | 004 | D04 B 004 | 004 | 004 | 0.04 B - -
5560 13 004 | 004 | 0.04 | 0.04 004 | 004 | 004 | 0.04
{10-16) - . . ° °
60-70 [31-231 004 | 004 | 004 | 004 | - | o004 | 0os | on4 | 004 | - - -
) ) ) . _ v +1000
Ve - cutting speed (m/min) To calculate RPM from cutting speed: n= __=
n - RPM (revimin) T
fiy - feed rate (mmirev)
@ - drill diameter (mm) To calculate cutting speed from RPM; y =_N*T*2
1000

All recommendations are basad on ideal machining conditions. Adjustments may need to be made according to your set-up.
The recommendations for speeds, feeds and other parameters presented in this chart are nominal recommendations and

should be considerad only as good starting points.



