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[mm] [mm]  [m/min] [mm] [min'] [mm/min] [°] [mm] [s] [cm3/min]
NX-NVDS 10 4 20 140 0.065 4455 1160 20 15 3.8 55.80 H15.8%
NX-NVD 10 4 20 140 0.065 4455 1160 1 15 60.0 3.55
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Expert mode Helical

Change the parameters in the second table on your oW
them with the recommended application values.

Application recommendation Manual input
Diamuter of the cutting edge dy [mim] 4 B

Humber of cutting edges H - 4 4

External diameter of the drilled hale DA [mm] * 780 78D
Diameter of the centering path 0z [mm] * 260 380

Hale depth e [rmim) &.00 803

Cutting Speed Ve [mimin] 140 140

Feed rate per tooth fz [mim] 0.03 003

Spindle spaed n [min"] 11140 11120

Aial safety distance 143 [mim) 2 2

Feed rate of the centering path iz [mmimin] 1340 1340
Penatration angle of the cemaring path T iy | . 20

Feed rate of the outer path vid, [mmimin] 2830 2830
Penstration angle of the outer path iph Ei 68 %8

Depth per circular mavement apf3b0®  [mm] 4116 4116 [ 1 ]
Penotration time per dillled hole (incl. TS) [sec] 1.262 1202
Material removal rate Q [em/min] 12640 12640

Catalog cutting data
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Steel 4 4 140 0.030 6.0 1.6 11140 1335 13.0 20°
850 - 1100 N/mm2 5 4 140 0.035 75 20 8915 1250 19.0 20°

6 4 140  0.040 9.0 24 7425 1190 255 20° €

8 4 140  0.050 120 32 5570 1115 43.0 200 g% S

10 4 140 0065 150 40 4455 1160 69.5 200 2o

u . 12 4 140 0075 180 48 3715 1115 96.5 200 S5EE

16 4 140 0085 24.0 64 2785 945 145.0 200 2% E

u . 20 4 140 0100 300 80 2230 890 2135 20° 3%
Steel 4 4 115  0.030 6.0 1.6 9150 1100 105  17.5°

1100 - 1300 N/mm? 5 4 115 0.035 7.5 2.0 7320 1025 15.5 17.5° _

6 4 115  0.040 9.0 24 6100 975 210 17.5° 3

8 4 115 0050 120 3.2 4575 915 350 175° §

10 4 115 0065 150 40 3660 950 570 17.5° 2a8

E . 12 4 115 0075 18.0 48 3050 915 790 175 SEE

16 4 115 008 240 6.4 2290 780 1200 175° 2% §

u . 20 4 115 04100 300 80 1830 730 1750 175° $82
Hardened tool steel 4 4 50  0.015 6.0 1.6 3980 240 25 15°
52 - 56 HRC 5 4 50  0.020 75 20 3185 255 4.0 15°

6 4 50  0.025 9.0 24 2655 265 55 15° T

8 4 50 0.030 12.0 3.2 1990 240 9.0 15° £ &

10 4 50 0035 150 40 1590 225 135 15° 28

12 4 50 0045 180 48 1325 240 205 150 SEE

16 4 50 0.055 24.0 6.4 995 220 34.0 150 2% E

u . 20 4 50 0070 300 80 795 225 54.0 15° $8%
Titanium alloys 4 4 60  0.020 6.0 1.6 4775 380 35 12°

>300 HB 5 4 60  0.025 75 20 3820 380 55 12° _

[Ti6AI4V] 6 4 60  0.030 9.0 24 3185 380 8.0 12° E

8 4 60 0.040 12,0 3.2 2385 380 145 122 5 S

10 4 60 0045 150 40 1910 345 205 122 228

E . 12 4 60 0055 18.0 4.3 1590 350 30.0 122 5EE

16 4 60  0.065 24.0 64 1195 310 415 122 8% §

20 4 60  0.080  30.0 8.0 955 305 73.0 120 $3%

[12]

Steel 4 4 110  0.025 5.0 4 8755 875 175 32° 8.0
850 - 1100 N/mm? 5 4 110  0.025 6.3 5 7005 700 22.0 32° 104
6 4 110 0.030 75 6 5835 700 315 32° 120

8 4 110 0040 100 8 4375 700 56.0 32°  16.0

10 4 110 0050 125 10 3500 700 87.5 32° 200

E . 12 4 110 0.055 15.0 12 2920 640 115.0 32° 240
16 4 110 0065 200 16 2190 570 1825 320 320

u . 20 4 110 0.075 25.0 20 1750 525 262.5 32° 400
Steel a4 4 90  0.025 5.0 4 7160 715 145 28° 9.4
1100 - 1300 N/mm? 5 4 90  0.025 6.3 5 5730 575 18.0 28° 122
6 4 90  0.030 75 6 4775 575 26.0 28° 144

8 4 90  0.040 10.0 8 3580 575 46.0 28°  18.8

10 4 9 0050 125 10 2865 575 72.0 28° 235

H . 12 4 9  0.055 15.0 12 2385 525 94.5 28° 282
16 4 90  0.065 20.0 16 1790 465 149.0 28°  37.6

u . 20 4 90 0.075 25.0 20 1430 430 215.0 28°  47.0
Hardened tool steel 4 4 40 0.010 5.0 4 3185 125 25 240 112
52 - 56 HRC 5 4 40  0.015 6.3 5 2545 155 5.0 24° 14.6
6 4 40  0.020 75 6 2120 170 75 24° 168

8 4 40 0025 100 8 1590 160 13.0 24° 225

10 4 40 0025 125 10 1275 130 165 24° 281

12 4 4 0035 150 12 1060 150 27.0 24° 337

16 4 40 0040 200 16 795 125 40.0 20° 449

u . 20 4 40  0.055 25.0 20 635 140 70.0 24°  56.2
Titanium alloys a4 4 50 0.015 5.0 4 3980 240 5.0 19° 145
5300 HB 5 4 50  0.020 6.3 5 3185 255 8.0 19° 189
[TiGAI4V] 6 4 50  0.025 75 6 2655 265 12,0 19° 218
8 4 50 0.030 10.0 8 1990 240 19.0 19° 290

10 4 50 0035 125 10 1590 225 28.0 19° 363

H . 12 4 50 0.040 15.0 12 1325 210 38.0 19° 436
16 4 50 0.050 20.0 16 995 200 64.0 19° 5841

20 4 50 0.060 25.0 20 795 190 95.0 19° 726
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.220 4 6 3.7 57 8 16 0.10 3.0° 4 ®
.260 5 6 4.6 57 10 18 0.10 1.5° 4 )
.300 6 6 5.5 57 12 20 0.10 0.0° 4 [ ]
391 8 8 7.4 63 19 26 0.15 0.0° 4 []
.450 10 10 9.2 72 23 31 0.20 0.0° 4 ®
.501 12 12 1.0 83 27 37 0.20 0.0° 4 )
.610 16 16 15.0 92 32 43 0.20 0.0° 4 [ ]
.682 20 20 19.0 104 39 53 0.20 0.0° 4 []
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Steel 4 4 180 0.035 6.0 1.6 14325 2005 19.0 20°
< 850 N/mm? 5 4 180  0.040 75 20 11460 1835 215 20°

6 4 180  0.050 9.0 24 9550 1910 M5 20° E

8 4 180 0.060 120 32 7160 1720 66.0 200 g% S

10 4 180 0075 150 40 5730 1720 103.0 200 2o

u . 12 4 180 0.085 18.0 48 4775 1625 140.5 200 S5EE

16 4 180 0.095 24.0 64 3580 1360 209.0 200 2% E

u . 20 4 180 0110 300 80 2865 1260 3025 20° 3%
Steel 4 4 140 0.030 6.0 1.6 11140 1335 13.0 18°

850 - 1100 N/mm? 5 4 140 0.035 7.5 2.0 8915 1250 19.0 18° _

6 4 140  0.040 9.0 24 7425 1190 255 18° 3

8 4 140  0.050 120 3.2 5570 1115 43.0 182 & &

10 4 140 0065 150 40 4455 1160 69.5 18° 2ol

! . 12 4 140 0075 18.0 48 3715 1115 96.5 1820 SEE

16 4 140 0085 240 6.4 2785 945 145.0 18° 2% é

u . 20 4 140 04100 300 80 2230 890 2135 18 $92
Cold work tool steel 4 4 70 0.030 6.0 1.6 5570 670 6.5 12°

(12% Cr), 5 4 70 0.035 75 20 4455 625 9.5 12° _

high alloyed 6 4 70  0.040 9.0 24 3715 595 13.0 12° £

[1.2379] 8 4 70 0050 12.0 3.2 2785 555 215 120 % S

10 4 70 0060 150 40 2230 535 32,0 122 28

H . 12 4 70 0075 180 48 1855 555 48.0 122 5EE

16 4 70 0085 24.0 64 1395 475 73.0 122 2% E

u . 20 4 70 0095 300 80 1115 425 102.0 120 $8%
Stainless steel 4 4 90  0.020 6.0 1.6 7160 575 55 12°

[Cr-Ni/1.4301] 5 4 90 0.025 75 2.0 5730 575 8.5 12° _

6 4 90  0.030 9.0 24 4775 575 125 12° 3

8 4 9 0035 120 3.2 3580 500 19.0 122§ &

10 4 9 0045 150 40 2865 515 31.0 122 2298

E . 12 4 90 0.055 18.0 4.3 2385 525 455 122 5EES

16 4 9 0065 24.0 64 1790 465 715 122 2% §

20 4 90  0.080 30.0 80 1430 460 1105 120 $3%

[14]

Steel 4 4 145  0.025 5.0 4 11540 1155 23.0 32° 8.0
< 850 N/mm? 5 4 145 0.030 6.3 5 9230 1110 345 32° 104
6 4 145 0.040 75 6 7695 1230 55.5 32° 120

8 4 145 0045 100 8 5770 1040 83.0 32°  16.0

10 4 145 0055 125 10 4615 1015 127.0 32° 200

E . 12 4 145 0.065 15.0 12 3845 1000 180.0 32° 240
16 4 145 0.070 20.0 16 2885 810 259.0 320 320

u . 20 4 145 0.085 25.0 20 2310 785 392.5 32° 400
Steel 4 4 110  0.020 5.0 4 8755 700 14.0 29° 2.0
850 - 1100 N/mm? 5 4 110 0.025 6.3 5 7005 700 22,0 29° 117
6 4 110 0.030 75 6 5835 700 315 29° 135

8 4 110 0.040 100 8 4375 700 56.0 29°  18.0

10 4 110 0050 125 10 3500 700 87.5 29° 226

H . 12 4 110 0055 15.0 12 2920 640 115.0 29° 271
16 4 110 0065 20.0 16 2190 570 1825 29°  36.1

u . 20 4 110 0075 250 20 1750 525 262.5 29° 451
Cold work tool steel 4 4 55 0.025 5.0 4 4375 440 9.0 19° 145
(12% Cr), 5 4 55  0.025 6.3 5 3500 350 11.0 19° 189
high alloyed 6 4 55 0.030 75 6 2920 350 16.0 19° 2138
[1.2379] 8 4 55  0.040 10.0 8 2190 350 28.0 19° 290
10 4 55  0.045 125 10 1750 315 39.5 19° 363

H . 12 4 55  0.055 15.0 12 1460 320 51.5 19° 436
16 4 55  0.065 20.0 16 1095 285 91.0 19° 5841

u . 20 4 55  0.070 25.0 20 875 245 122.5 19° 726
Stainless steel a4 4 70 0.015 5.0 4 5570 335 6.5 14° 204
[Cr-Ni/1.4301] 5 4 70  0.020 6.3 5 4455 355 11.0 14° 261
6 4 70 0.025 75 6 3715 370 16.5 14° 304

8 4 70 0025 100 8 2785 280 225 14° 4041

10 4 70 0035 125 10 2230 310 39.0 14° 5041

H . 12 4 70 0.040 15.0 12 1855 295 53.0 14°  60.2
16 4 70 0050 200 16 1395 280 89.5 14° 802

20 4 70 0.060 25.0 20 1115 270 135.0 14° 1003
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.220 4 6 3.7 57 8 16 0.10 3.0° 4 ®
.260 5 6 4.6 57 10 18 0.10 1.5° 4 )
.300 6 6 5.5 57 12 20 0.10 0.0° 4 [ ]
391 8 8 7.4 63 19 26 0.15 0.0° 4 []
.450 10 10 9.2 72 23 31 0.20 0.0° 4 ®
.501 12 12 1.0 83 27 37 0.20 0.0° 4 )
.610 16 16 15.0 92 32 43 0.20 0.0° 4 [ ]
.682 20 20 19.0 104 39 53 0.20 0.0° 4 []
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