


By adopting “DH1” coating which provides high hardness & oxidization resistance, 
improved wear resistance and gives longer tool life.
Adopting micro grain carbide with high toughness, improved chipping resistance.

Stable drilling high hardened materials 
up to 70HRC.

High drill rigidity
The web thickness is 1.6 times or more than that of previous carbide drills

Incredibly strong against chipping
The chipping resistance has been improved 
with 15° helix angle and a corner radius on the outer corner. 
The chipping resistance on the center edge 
and chip evacuation has been improved with a thinning shape suitable for hard materials.

Added corner radius
 at outer corner.

Adopted helix angle 
15 degrees

Exclusive thinning for 
high hardened material

After 180 holes

Conventional
After 110 holes

Material: Hardened die steel 1.2344 (60HRC)
Cutting conditions：Vertical MC

●Drill dia.：φ7 ( EZH5D0700S08 )

●Cutting conditions：n=455min-1, Vc=10m/min, Vf=23mm/min, 

f=0.05mm/rev

● Drilling depth： 23mm（Thru）

●Coolant： Water soluble

Material: File (68HRC)
Cutting conditions：Vertical MC

●Drill dia.：φ10 ( EZH5D1000S010 )

●Cutting conditions：n=382min-1, Vc=12m/min, 

f=0.04mm/rev

● Drilling depth： 6mm（Thru）

●Coolant：Mist

Video→

Web thickness is 1.6 times more
(compare with nomal carbide solid drill)
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●：Standard Stock items     □：Exclusive distribytor stock items

●For high hardened steel up to 70HRC.
●Drilling depth: 5D
●Helix angle: 15°
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Drilling for Die steel ( After quenching)

Result

(After 9 holes) (After 9 holes)
Test piece

DH coating
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Die steel

Drilling for high hardened materials

Changing tool from end mill(helical milling) to drilling 
possible to reduce machining time.
Achived 82 holes(Blind) continuous machining.
EZ HARD DRILL achieved more than 4 times longer tool life 
compared with competitors

Work
material

Hardened die steel（1.2344，1.2379）
48～56HRC

Hardened die steel（1.2344，1.2379）
57～62HRC

High speed tool steel（1.3343）
63～70HRC

Drill dia.

■Attention for use:
1) Use water soluble oil.
2) Not recommend to use for non-heat treated material. Recommend to use STRIKE DRILL(EZN type).
3) Recommend to use for over 50HRC up to 70HRC.
4) Use a rigid machine and precise holder.
5) This data is relevant for drilling depth at 3Dc. In case of drilling depth over 3Dc, use step feed.
6) Recommend to use for blind hole. In case of through hole, use back up under the work.
7) Above data is relevant to EZH type. In case of use for EZH5D-LS type, recommend applying lower cutting conditions.

STRIKEDRILL →

Conventional

Possible to drill after 9 holes with EZH5D1000S10
Achieved 100 holes, still able to continue.
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