55HRCEZ THREANFNOR AL TICRETT, Best for tapping heat treated material up to HRC55.
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3. Cutting fluid and Paste : Please refer to P.868.
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HHEIMATES  Hardness of Work Materials
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When using non-water soluble oil, reduce the drilling speed by 20% of the recommended value.
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650 | O=tElEEEER [=Stocked by specific distributors. Contact us for price & availability.






