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HSS & HSCO End Mills – Speeds & Feeds

2-Flute HSCO End Mills
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Multi-Flute HSCO End Mills
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HSS & HSCO End Mills – Speeds & Feeds

HSCO Roughers & Cutting Diameter, Shank Tolerances
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Order online at www.SowaTool.com or call 1-800-265-8221. 5

HSCO Roughers & Cutting Diameter, Shank Tolerances

End Mill Cutting Diameter & Shank Tolerances

Type No. of Flute Series Shank Type Size Cutting Edge 
Tolerance

Shank Dia.
Tolerance

Slot Drill & Ball Nose 2-Flute

Short

Plain /
Flatted

< 12mm & 1/2" -0.025mm

+0.000mm 
-0.025mm

> 12mm & 1/2"
h9

Long
< 32mm 

End Mill &  
Ball Nose

4-Flute

Short < 12mm & 1/2" -0.025mm

> 12mm & 1/2"
k9

Long
< 32mm

Slot Drill & Ball Nose 2-Flute

Short

Threaded

< 12mm & 1/2" -0.025mm

+0.000mm 
-0.025mm

> 12mm & 1/2"

h9

Long
< 1.1/2" 

Unimill 3-Flute

Short < 12mm & 1/2"

> 12mm & 1/2"

Long
< 1.1/2"

End Mill &  
Ball Nose

4-Flute

Short < 12mm & 1/2" +0.025mm

> 12mm & 1/2"
k9Long

< 1.1/2"

End Mill &  
Ball Nose

4-Flute

Short
Plain / Flatted

All js10

+0.000mm 
-0.010mm

Long

Short
Threaded

+0.000mm 
-0.025mm

Long

• Increase Feeds 40% to 50% for 4-Flute Ball Nose

4-Flute Ball Nose

Speeds and feeds are critical to tool life, machining time and surface finish. What we have provided is a general starting point for 

machining certain materials under standard machining conditions. Please keep in mind that the workpiece material, how the workpiece 

is held, the coolant used, the tool holder and the machine horsepower has a tremendous impact on cutting tool effectiveness and tool 

life. You may find greater results at much more aggressive speeds and feeds in some set ups than others for the same material.  

These charts are intended to give the machinist a starting point and it is up to the machinist to understand  

the variables that can impact material removal efficiency.



Sowa Tool & Machine Co. Ltd.
Canadian Headquarters 
500 Manitou Drive, Kitchener, ON, N2C 1L3

US Headquarters 
101-137 Overhill Drive, Mooresville, NC 28117

Sowa Tool’s exclusive line of European 
universal boring and facing heads offer 

superior accuracy and precision for all your 
facing and boring applications. They feature 
an easy-to-adjust design, durable castings, 

and precision spindle bearings  
for a consistently accurate finish.

 Sowa Tool’s exclusive line of general-
purpose live centres with its roots in 

European quality that deliver excellent 
accuracy, rigidity, and durability at a price 

point that suits most budgets. Sowa carries 
a wide range of in-stock standard models to 

suit most common turning applications.

Sowa’s family of metrology solutions  
deliver absolute confidence born from 

its European engineering, and each tool 
beginning its journey in our ISO 17025 
accredited labs. This premium heritage 
product priced at a non-premium price, 

delivers significant value for your money.

Sowa Tool’s premium brand delivers  
top-tier quality and performance that  

rivals or exceeds the best in the world. 
These products offer premium features 

and dependability, at shockingly affordable 
prices, making them an ideal choice  

for applications where accuracy  
and speed matter most.

With our Sowa branded tools, we bring to 
our customers high performance cutting 

tools engineered to deliver superior tool life, 
machining efficiency & quality while still 
offering maximum value for your money.

's complete line of metalworking solutions

Our approach to this brand ensures that  
our customers receive the best value for their 
investment by delivering a broad assortment 
of metalworking tools at an exceptional price. 
These tools typically apply to less demanding 
applications seen on the standard shop floor 
where the cost of the tool has the greatest 

influence on the selection process.

At Sowa Tool & Machine  
we understand the needs of machining processes,  
and our extensive product lines offer a comprehensive solution. Our goal is to provide customers with the  
cost benefits of a single-source supplier, while remaining committed to delivering the highest quality products. 

Ask for them by name!

Shop Online:
www.SowaTool.com

sales@sowatool.com 
TF: 1-800-265-8221


