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factory quoted prices with
a six (6) piece minimum.

We reserve the right to
overship or undership
special made tools up to
10% per item. Special, non
standard, items cannot be
cancelled or returned for
exchange or credit.
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BASSETT CARBIDE BURS

When selecting a bur for a particular application several factors must be taken into consideration. The
first is the selection of an appropriate shape and diameter that will be most suitable to the part being
deburred. If working inside a slot be certain that the maximum diameter of the bur is smaller than the

slot width.

Secondly, shank size must be selected. This will be determined by the size of the equipment being
used and with consideration for diameter and length of the fluted portion of the bur.

The last decision is which cut, or flute pattern, to select. This is determined by the size of the
equipment material being removed and the finish required. Below are illustrations of the basic
patterns that are available and the advantages of each.

X Standard Cut -

A general purpose
pattern to be used on
cast iron, steel and other ferrous metals.
SPECIFY “A” when using Cat. No.

" Monarch Cut -
(8284 For general purpose
use but gives better

control than the standard cut in offhand
grinding. Minimizes slivers while
producing a better finish. Can be used
with slower speed grinders than a
standard cut bur.
SPECIFY “B” when using Cat. No.

All burs listed in this catalogue are normally
supplied with the regular number of flutes.
Upon request, any item can be fabricated
with a fine or coarse cut pattern. The
course cut is recommended for softer
materials which have a tendency to load the
flutes. A fine cut will produce a better finish
on harder materials.

sy Chipbreaker Cut -

A This pattern reduces
chip size thus giving an
improvement in control.
SPECIFY “C” when using Cat. No.

a--hsx‘-:*':t

S55855595S Diamond Cut -

For use on heat treated
and tough alloy steels.
Produces a smaller cut, minimizes slivers in
stringy material and gives excellent control.
Will produce the best finish but at the
expense of a shorter tool life.

SPECIFY “D” when using Cat. No.
Aluma-Cut -
For deburring softer

non-ferrous metals

and non-metallic materials. The wide
clearance and end mill type geometry of the
flutes promotes fast stock removal with
minimum loading.

(See page 5)
EDP Number
CAT. Standard Mon. Chip- Diamond
NO. SIZE SHANK Cut Cut Breaker Cut
BA-0 Y X Y16 Y8 54801 54810 54819 54828
BA-1 Yax ¥ Ya 54802 54811 54820 54829
BA-3 Yax % Ya 54803 54812 54821 54830
BA CYLINDRICAL BA-5 Vax 1 Va 54804 54813 54822 54831
BA-6 Vax1 Ya 54805 54814 54823 54832
BA-7 % x 1 Va 54806 54815 54824 54833
BA-9 1x1 Ya 54807 54816 54825 54834
v B \ﬂ BA-0-EC | % x%e V8 54837 54846 | 54855 54864
¥ At BA-1-EC Yax s Ya 54838 54847 54856 54865
BA-3-EC Y8 X Ya Ya 54839 54848 54857 54866
BA-5-EC Yax1 Ya 54840 54849 54858 54867
géLElzchl:gHING BA-6-EC % x 1 Ya 54841 54850 54859 54868
BA-7-EC ¥ x 1 Va 54842 54851 54860 54869
BA-9-EC Aol Ya 54843 54852 54861 54870
s S BC-0 Y8 X Y16 Y8 54873 54882 54891 54900
d N -
— \\\\\ BC-1 Yax % Ya 54874 54883 54892 54901
—-—i}\ BC-3 Yo X Ya Ya 54875 54884 54893 54902
BC-5 16 %1 Ya 54876 54885 54894 54903
BC CYLINDRICAL BC-6 Y% x 1 Ya 54877 54886 54895 54904
BALL NOSE BC-7 Y% x 1 Ya 54878 54887 54896 54905




EDP Number

CAT. Standard Mon. Chip- Diamond
NO. SIZE SHANK Cut Cut Breaker Cut
BD-0 % Y% 54909 54918 54927 54936
BD-1 Ya Ya 54910 54919 54928 54937
BD-3 % Vs 54911 54920 54929 54938
BD-5 % Va 54912 54921 54930 54939
BD-6 % Y 54913 54922 54931 54940
BD-7 Ya s 54914 54923 54932 54941
BD-9 { Ya 54915 54924 54933 54942
BE-0 Yo x Ta2 7 54945 54954 54963 54972
BE-1 Va x % Ya 54946 54955 54964 54973
BE-3 Vs X % Va 54947 54956 54965 54974
BE-5 o X T Va 54948 54957 54966 54975
BE-6 % x 1 a 54949 54958 54967 54976
BE-7 Yax 1 Ya 54950 54959 54968 54977
BF-0 Yo x Vo 17 54981 54990 54999 55008
BF-1 Va X % Va 54982 54991 55000 55009
BF-3 Y X Ya Y 54983 54992 55001 55010
BF-5 Y x 1 Ya 54984 54993 55002 55011
BF-6 % x 1 Va 54985 54994 55003 55012
BF-7 Yax 1 Va 54986 54995 55004 55013
BG-0 Yo x ¥ e 55017 55026 55035 55044
BG-1 Va X % Va 55018 55027 55036 55045
BG-3 Yo X Ya Y 55019 55028 55037 55046
BG-5 Y x 1 Ya 55020 55029 55038 55047
BG-6 % x 1 Ya 55021 55030 55039 55048
BG-7 Yax 1 Va 55022 55031 55040 55049
BH-0 Yo X Va % 55053 55060 55067 55074
BH-2 %6 X Ya Va 55054 55061 55068 55075
BH-5 Yox 1Va Va 55055 55062 55069 55076
BJ-0 % % 55081 55089 55097 55105
BJ-1 Ya Ya 55082 55090 55098 55106
BJ-3 Y Ya 55083 55091 55099 55107
BJ-5 % Ya 55084 55092 55100 55108
BK-0 3 Y% 55113 55121 55129 55137
BK-1 Va Ya 55114 55122 55130 55138
BK-3 Y Va 55115 55123 55131 55139
BK-5 Y Va 55116 55124 55132 55140

P
&

BD BALL SHAPE

S

BE EGG SHAPE

BF ROUND NOSE TREE

BG POINTED TREE

N

BH FLAME SHAPE

BJ 60° INCL. ANGLE

BK 90° INCL. ANGLE

Continued on page 3




BASSETT CARBIDE BURS (continued from page 2)

EDP Number
CAT. Standard Mon. Chip- Diamond
NO. Size SHANK Cut Cut Breaker Cut
N . BL-0 Y% x Y % 55145 55154 55163 55172
% 3 s
S BL-1 Ya X % a 55146 55155 55164 55173
—— BL-3 Y% x 18 Ya 55147 55156 55165 55174
BL 14° INCL. BL-5 Yax 1% Ya 55148 55157 55166 55175
CONE RADIUS END BL-6 Y% X 1% Vs 55149 55158 55167 55176
BL-7 Y x 1% Y 55150 55159 55168 55177
EDP Number
CAT. INCL. | Standard | Mon. Chip- | Diamond
no. | SIZE | SHANK | papEg | ™ cut Cut | Breaker | Cut
= BM-0 | %x 7%s s 14° 55181 55190 55199 55208
- BM-1 Yax Ve s 22° 55182 55191 55200 55209
BM POINTED CONE BM-2 Yax 1 Y 10° 55183 55192 55201 55210
BM-3 % X % Ya 28° 55184 55193 55202 55211

- BM-5 Yax s Ya 28° 55185 55194 44203 55212

BN INVERTED TAPER
BN-0 Y8 X Y6 Y8 10° 55217 55224 55231 55238
BN-1 Va X %6 Ya 10° 55218 55225 55232 55239
BN-5 Yo x Vo Va 16° 55219 55226 55233 55240
BN END CUTTING BN-0-EC | " x %s Y8 10° 55245 55252 55259 55266
INVERTED TAPER BN-1-EC | Vax %e Ya 10° 55246 55253 55260 55267
BN-5-EC| 'ax %2 Ya 16° 55247 55254 55261 55268

See pages 17-18 for metric burs.

Ya" BURS ON 5" SHANKS
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Typical
End Cut (EC)

Catalogue No. BA-51 BB-51 BC-51 BD-51 BE-51 BF-51 BG-51 BM-51 BM-51

BA-51-EC | BB-51-EC BN-51-EC
Yax V2 Ya X Va
Size Yax V2 Va X %6 Yax V2 Ya Yax ¥ YVax V2 Yax V2 22° Incl. 10° Incl.
Taper Taper
EDP Number
Standard Cut 55700 55702 55710

55701 55703 55704 55705 55706 55707 55708 55709 55711

Monarch Cut 55712 55714 55722
55713 55715 55716 55717 55718 55719 55720 55721 55723

Chipbreaker Cut | 55724 55726 55734
55725 55727 55728 55729 55730 55731 55732 55733 55735

Diamond Cut 55736 55738 55746
55737 55739 55740 55741 55742 55743 55744 55745 55747

Above tools can be supplied with 3 millimetre shanks or All burs listed in this catalogue are normally

step down %" shanks upon request. supplied with the regular number of flutes. Upon
request, any item can be fabricated with a fine
or coarse cut pattern. The course cut is
recommended for softer materials which have a
tendency to load the flutes. A fine cut will
produce a better finish on harder materials.




% BURS ON

%6e” SHANKS - 2" OAL
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Typical 7, & i ' €1
End Cut (EC) | | | ‘ @_ ; ;’
£ 3 §
Catalogue No. | BA81 | BC81 | BD-81 | BE-81 | BF-81 | BG81 | BH-81 | BJ81 | BK-81 | BL-81 | BM-81 | BN-81
BA-81-EC %6 — 60° Yex Va| %ex s | %6 x Y6
Inc. Taper| %6 —90° |Inc. Taper| 12° 14°
Size %6 x %8 | %6 x 8 %6 |36 x Ya2| Y6 x Vs | %6 x V2| %6 x 3| one end | one end 10°
Incl. Taper]  only only Inc. Taper| Incl. Taper
EDP Number
Standard Cut gg;jg 55750 | 55751 | 55752 | 55753 | 55754 | 55757 | 55756 | 55758 | 55760 | 55755 | 55759
Monarch Cut gg;g; 55763 | 55764 | 55765 | 55766 | 55767 | 55760 | T — | 55771 | s5788 | 55770
Chipbroaker Cut gg;;g 55774 | 55775 | 55776 | 55777 | 55778 | 55780 | T — | ss782 | s5779 | 55781
Diamond Cut gg;gi 55785 | 55786 | 55787 | 55788 | 55789 | 55791 = — | 5703 | s5790 | s5792

Above tools can be supplied with 3 millimetre shanks or step down %2” shanks upon request.

MINIATURE BURS
5" SHANK 12" OAL SOLID CARBIDE
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Typical ¢
End Cut (EC) |
Catalogue No. BA-41 BA-42 BB-41 BC-41 BD-41 BF-41
BA-41-EC BA-42-EC
Size Yie X Va Y32 X Y16 Y8 Y32 X 76 Y32 Yo X Va
EDP Number
Standard Cut 55600 55608 55616 55620 55624 55628
55604 55612
Monarch Cut 55601 55609 — 55621 55625 56629
56605 55613
Chipbreaker Cut 55602 55610 — 55622 55626 55630
55606 55614
Diamond Cut 55603 55611 — 55623 55627 55631
55607 55615
i I
v
Catalogue No. BG-41 BG-42 BL-41 BM-41 BM-43 BN-41
BN-41-EC
Size Yo x Va Ve X Y16 Ve X ¥ Ve X a2 Ve X % Y32 X Ve
EDP Number
Standard Cut 55632 55636 55640 55644 55648 55652
55656
Monarch Cut 55633 55637 55641 55645 55649 55653
55657
Chipbreaker Cut 55634 55638 55642 55646 55650 55654
55658
Diamond Cut 55635 55639 55643 55647 55651 55655
55659




ALUMA-CUT BURS

Aluma-Cut - For deburring softer non-ferrous
metals and non-metallic materials. The wide
clearance and end mill type geometry of the flutes
promotes fast stock removal with minimum
loading.

Shank Type Size | EDP No.

Y4 AA 1 Vax¥% | 55850

i AA 2 % x% | 55851

Va AA 3 Yax1 55852

Va AA 4 % x 1 55853

Vs AA 5 ¥ x 1 55854

% AA35 % x 1 55855

Va AAE 1 Vax¥% | 55856

== : Va AAE2 | 3%x% | 55857
@( a AAE 3 Yax1 55858
T s AAE 4 % x 1 55859
a AAE 5 Y x 1 55860

% AAE35 | % x1 55861

Va AC 1 Vax¥% | 55862

Va AC 2 %x% | 55863

R Va AC 3 Yo x 1 55864

Va AC 4 % x 1 55865

% AC34 Yax 1 55866

ROUTERS
DIAMOND CUT

Specifically designed for routing printed circuit
boards made from glass fibre and epoxy resin.
The diamond cut fluting pattern provides

smooth, rapid cutting and leaves a clean edge.

These tools are also used on plastic and other
non-metallic materials.

Shank Type Size | EDP No.
Vi AD1 | Y Diam.| 55867
Y AD2 | % Diam.| 55868
Ya AD3 | % Diam.| 55869
Va AD 4 | % Diam.| 55870
Ya AD5 | % Diam.| 55871
% AD35 | % Diam.| 55872
a AE 1 %x% | 55873
Va AE 2 Vax7% | 55874
e AE 3 % x 1 55875
Y AE 4 % x 1 55876
% AE34 % x 1 55877
Va AF 1 Vax ¥ | 55878
Ve AF 2 %x¥% | 55879
Ve AF 3 Yo x 1 55880
Ya AF 4 % X 1 55881
Va AF5 | %x1% | 55882
% AF35 | % x1% | 55883
a AL 1 Yax 1% | 55884
Y AL2 | % x1%e| 55885
a AL3 Y%x1% | 55886
% AL33 | %x1% | 55887

A %" shank is recommended for
burs over %" in diameter.

i F7m——

o B dadi

Style B Style C Style D Style E

Bur Type (End Mill Type| 135° Drill Fishtail
Tooi Hoad Finte TR End Cut End Cut Point Point
Type | Diameter | Length | Diameter | OAL EDP Number
TR-1 Ve %6 e 1% 56000 56009 56018 56027 56036
TR-2 a0 % 2 1% 56001 56010 56019 56028 56037
TR-3 s A 2 11 56002 56011 56020 56029 56038
TR-4 %e % Y6 2 56003 50612 56021 56030 56039
TR-5 Y6 % YVa 2 56004 56013 56022 56031 56040
TR-6 Vi Ya Va 2 56005 56014 56023 56032 56041
TR-7 %6 1 Y6 2Vs 56006 56015 56024 56033 56042
TR-8 % 1 % 21 56007 56016 56025 56034 56043
TR-9 7 1 a 3 56008 56017 56026 56035 56044




INTERNAL GRINDING TOOL

Standard items shown are supplied Head Shank Head Neck Overall EDP
with a Monarch Cut for hardened metal Diameter | Diameter | Length Length Length Number
parts. Yis % % % 1% 57004
These tools should be used in a very o4 % 52 % 1% 57005
rigid setup and the part being ground i % Va2 e 1% 57006
should be solidly fixtured. = ° e < i 207
Y8 Vs %16 Yo 1% 57008
Other features are available upon Yoa %6 7 % 2 57009
request, such as: coarse cut for softer a2 %6 a2 % 2 57010
metals, special lead angles, or radii, Ve Ve Va % 2 57011
and special diameters. Y KAL) Ya % 2 57012
134 Ve Y2 % 2 57013
et S T sz Ya %2 % 2 57014
W&ﬁ\?\\\ 1554 A 56 A 2 57015
' Va Ve %6 % 2 57016
Ya YVa W - 2V 57018
%e Ya a2 - 22 57020
Vs Va % . 2Ys 57022
% Ya % - 22 57024
BORING TOOL COUNTERSINK &
Bassett Solid Carbide Boring Tools are DEBU RRING TOOL
designed and recommended for both
precision and general purpose jig boring. All Recommended for countersinking or burr
cutting edges are precision ground to removal in all materials except hardened
provide maximum tool life. steel.
"~ —— ]
SINGLE FLUTE
Tyne | Mn. Hole Mok 2'® | oircoter | OA-L- | umbor | |DiometoqDiameter] 60° | 82 | 9
TB - 1 .060 %e 1z 114 59001 A 12 53331 | 53361 53391
TB-2 .090 Z 2 1% 59002 Ya Ya 53334 | 53364 | 53394
B-3 120 % e 172 59003 % Va 53336 | 53366 | 53396
TB=4 150 a %16 2 59004 s Va 53339 | 53369 | 53399
1B-5 .180 1 AL 2 59005 % Va 53341 53371 53401
TB-6 210 1% Va 2 59006 Ya % 53344 | 53374 | 53404
1B -7 240 1Ya Va 2 59007 1 i 53350 | 53380 53410
TB-8 270 174 e 2% 59008 P ————
TB-9 .300 1Y% %e 2 59009
TB- 10 .330 1% % 2% 59010
TB - 11 .360 1Y% % 2 59011

Resharpening

Recbnditigning
avaitable




END MILLS

SINGLE END ¢ 2 AND 4 FLUTE ¢ R.H. SPIRAL

Cutter Shank Flute Overall FRE Number
Diameter | Diameter | Length | Length Square End Ball End
2 fl. 4 1l. 2 fl. 41l
* Yie Y8 Y6 12 52001 52101 52201 52301
i Y64 Y8 Y6 1% 52002 52102 52202 52302
? Ya2 Y8 Y8 1% 52004 52104 52204 52304
‘ | Yea Y8 Y6 1% 52005 52105 52205 52305
¥ Y8 Y8 Y2 1% 52007 52107 52207 52307
/ / Y64 Y6 Y16 2 52008 52108 52208 52308
') Y52 Y16 Y16 2 52010 52110 52210 52310
t [’ /" Ves Y6 % 2 52011 52111 52211 52311
= Y6 Y16 Y8 2 52013 52113 52213 52313
Y4 Ya % 2V 52014 52114 52214 52314
A general purpose end mill 52 a % 2% 52016 52116 52216 52316
for use on most materials. %64 Ya Ya 2 52017 52117 52217 52317
These tools provide Y A Ys 2 52020 52120 52220 52320
exceptional economy and es %6 Ya 2% 52021 52121 52221 52321
efficiency. Ya2 Y6 Ya 2 52023 52123 52223 52323
Two-flute end mills offer the Y4 %e e 2V 52024 52124 52224 52324
greatest chip clearance Y6 Y16 Y16 22 52026 52126 52226 52326
and provide for excellent 2Ves Y% 7 2V 52027 52127 52227 52327
coolant flow. In slotting, a Waz % /] 22 52029 52129 52229 52329
two-flute end mill gives a 264 Y8 78 2% 52030 52130 52230 52330
minimum of deflection s Y8 78 22 52032 52132 52232 52332
since the teeth are directly 64 6 % 2% 52033 52133 52233 52333
opposed to the cut. ¥a2 "6 % 2% 52035 52135 52235 52335
Four-flute end mills 27/54 e 7% 22 52036 52136 52236 52336
frequently offer the best e e % 2% 52038 52138 | 52238 | 52338
combination of chip e % 1 3 52039 52139 | 52239 | 52339
clearance and multiple 1942 Y 1 3 52041 52141 52241 | 52341
material removal. A strong Yo Yo 1 3 52045 52145 52245 52345
coolant flow or air blast will Y16 Y% 1 3 52047 52147 52247 52347
provide the necessary % % 1% 3% 52049 52149 52249 52349
cooling. % % 1% 4 52051 52151 52251 | 52351
Avoid intermittent coolant 8 % 1% 4 52053 52153 52253 52353
flow which could result in 1 1 1% 4 52057 52157 52257 52357
damage to carbide tools.
STRAIGHT FLUTE END MILLS
Straight Flute End Mills e ——
are recommended for [ o= :
machining cast iron and -
heat-treated steels. SINGLE END
2 AND 4 FLUTE £ ESS—
Cutter | Shank | Fute | Overall EDRINUmber
Diameter | Diameter | Length | Length Square End Ball End
2 fl. 41l. 2 fl. 4 1l.
Y6 Y8 Y6 1% 53201 53231 53261 53291
Y8 Y8 Yo 1% 53203 53233 53263 53293
Y6 Y6 % 2 53205 53235 53265 53295
Ya Ya Ya 2 53207 53237 53267 53297
%6 %6 %6 2% 53210 53240 53270 53300
Y Y% 8 22 53212 53242 53272 53302
V3 Y2 1 3 53215 53245 53275 53305




SLOW-SPIRAL FLUTE
END MILL

Slow-Spiral Flute End Mills are for use with
difficult to mill materials such as stainless steel
and high temperature alloys.

——

‘__,.. e izt > \

2

SINGLE END ¢ 4 FLUTE ¢ R.H. SPIRAL

MULTI-FLUTE
END MILL

These end mills provide a superior finish on
cast iron, carbon steels, stainless steels and
alloys such as monel and titanium. Light stock
removal is recommended.

SINGLE END ¢ R.H. SPIRAL

DIE SINKING CUTTER

For cavity work on hardened moulds and dies,
these straight flute cutters are the solution to the
many diverse problems which confront the
toolmaker.

o >

2 STRAIGHT FLUTES ¢ BALL NOSE
e 14° INCL. ANGLE

Diameter at| o .. Shank Overall EDP

Large End | R30IUS | pijameter| Length | Number
Y8 .030 Y8 1% 59030
7 .040 S 1 59031
%e .046 Y6 2 59032
Ya .062 Ya 2V 59033
%6 .078 %e 2V 59034
Y32 .093 Y 2 59035
%6 .109 e 2% 59036
s 125 s 3 59037

Tolerances For All End Mills
Cutter Diameter:

V46" - Va: inclusive +.000 - .002
764" - 1” inclusive +.000 - .003
Shank Diameter +.0000 - .0005

N.C. Tolerances Available

Cutter Shank Flute Overall EDP Cutter | Shank | Length | Overall | No. of EDP
Diameter | Diameter| Length Length | Number Diameter [Diameter| of Cut | Length | Flutes | Number

Y16 % Y6 112 51060 Y6 Y6 % 2 6 51000
7 Y% s 11 51061 Vs a Ya 2V 6 51001
Y% %6 % 2 51062 %e %6 36 22 6 51002
Ya s Yy 2V 51063 Y Y % 2V 6 51003
%6 %6 e 2 51064 e e 1 2% 6 51004
% Y 7% 2 51065 ) a 1 3 6 51005
6 6 1 2% 51066 Y6 Y6 1V 3% 6 51006
s s 1 3 51067 % % 1V 3% 8 51007
Y6 Y6 1Va 3% 51068 Yy Ys 112 4 8 51008
% % 1Y 3% 51069

Ya Ys 11 4 51070

TAPERED END MILL

Three flute solid carbide tapered end mills as
shown here are for machining draft angles in
moulds. A one degree taper is standard. Other
angles are available upon request.

\

_—
- -

*—1

1° TAPER PER SIDE ¢ 3 FLUTE ¢ R.H. SPIRAL

Small Flute | Shank | Overall EDP
Diameter | Length | Diameter| Length | Number
Y % Ya 2% 51100
Y % Ya 2% 51101
Va Ya Y6 2% 51102
e 17 Ya 3% 51103
Ya 1% e 3% 51104
%4 1142 Y 312 51105
Va 2Va % 4v, 51106
% 2Ys Ya 4v 51107
24 2V Y2 4v 51108
Ya 3Ya 38 5% 51109
Y2 3Va Yo 5%, 51110

Resharpening

Recpnditidning
a&.fje




STUB LENGTH

END MILLS
SINGLE END

A shorter overall length
and a shorter flute length
provide a more rigid tool
for greater accuracy and
less cost. Two-flute end
mills are centre cutting,
four-flute end mills are
not unless specifically
requested.

STUB LENGTH

END MILLS
DOUBLE END

The same advantages
as single end, with the
added economy of a
double end. Twice the
life for less than twice
the price.

SINGLE END
R.H. SPIRAL — L
Cutter Shank Flute Overall et
Diameter | Diameter | Length | Length Square End Ball End
2 fl. 4 1l. 2 fl. 4 fl.
Vaz % Y 17 52601 52641 52681 52721
Yo e e 17 52602 52642 52682 | 52722
12 % Y 1% 52604 52644 52684 | 52724
Va2 % %6 11 52606 52646 52686 | 52726
Ya s Vi 115 52608 52648 52688 | 52728
%2 %6 %6 115 52610 52650 52690 | 52730
%6 % %6 1% 52612 52652 52692 | 52732
a2 Ya Y 2 52614 52654 52694 | 52734
v, Vs % 2 52617 52657 52697 | 52737
%6 %6 % 2 52619 52659 52699 | 52739
% % % 2 52621 52661 52701 52741
e 76 % 2% 52623 52663 52703 | 52743
% s % 2% 52626 52666 52706 | 52746
% % % 3 52628 52668 52708 | 52748
% 7 1 3 52631 52671 52711 52751
N — S
'\ eEm——— \\;-
DOUBLE END (.Y —
2 AND 4 FLUTE e .
R.H. SPIRAL
Cutter Shank Flute Overall 2l e
Diameter | Diameter | Length | Length Square End Ball End
2 fl. 4 fl. 2 fl. 41l.
Yie % % 11 52801 52841 52881 | 52921
Vs A Y6 114 52803 52843 52883 | 52923
% s Vs 17 52805 52845 52885 | 52925
a2 % %6 2 52807 52847 52887 | 52927
%6 % % 2 52809 52849 52889 | 52929
72 Ya Y 2% 52811 52851 52891 52931
Vs Vs % 2V 52814 52854 52894 | 52934
e %6 Y 2V 52816 52856 52896 | 52936
% % %s 2% 52818 52858 52898 | 52938
e 76 % 3 52820 52860 52900 | 52940
P % % 3 52823 52863 52903 | 52943




2 AND 4 FLUTE

g

=%

R.H. SPIRAL .
Cutter Shank Flute Overall St ol
Diameter | Diameter | Length | Length Square End Ball End
2 fl. 4 fl. 211, 4 il.
% % % e 52401 52441 52841 | 52521
7 % T 3V 52403 52443 | 52483 | 52523
Y6 % % 3V 52405 52445 | 52485 | 52525
"o % Y6 3% 52407 52447 | 52487 | 52527
Ya % % 315 52410 52450 | 52490 | 52530
%42 % Y6 3% 52412 52452 | 52492 | 52532
7 % % 3% 52414 52454 | 52492 | 52534
s % % 3% 52416 52456 | 52496 | 52536
% % Y 31 52418 52458 | 52498 | 52538
e 7 % 4 52420 52460 | 52500 | 52540
% Y 1 4 52423 52463 | 52503 | 52543
\ N ————— \
2 AND 4 FLUTE : \\
R.H. SPIRAL i .
Cutter Shank Flute Overall ERPNumber
Diameter | Diameter | Length | Length Square End Ball End
2 fl. 4 fl. 2 fl. 4 l.
% % % 2 53001 53051 53101 | 53151
7 Y6 e 3 53003 53053 | 53103 | 53153
Yie Yie Yo 3 53005 53055 | 53105 | 53155
o Ve Y 3 53007 53057 | 53107 | 53157
s Ya % 3 53010 53060 | 53110 | 53160
%2 S e 3 53012 53062 | 53112 | 53162
e % Ya 3 53014 53064 | 53114 | 53164

Tolerances For All End Mills
Cutter Diameter:

Y16 - V4" inclusive +.000 -.002
744" - 1” inclusive +.000 -.003
Shank Diameter +.0000-.0005

N.C. Tolerances Available

END MILLS
DOUBLE END

A general purpose end
mill for use on most
materials. Bassett end
mills provide exceptional
economy and efficiency.

Two-flute end mills offer
the greatest chip
clearance and provide
for excellent coolant
flow. In slotting, a two-
flute end mill provides a
minimum of deflection
since the teeth are
directly opposed to the
cut.

Four-flute end mills
frequently offer the best
combination of chip
clearance and multiple
cutting edges for fast
material removal. A
strong coolant flow or air
blast will provide
necessary cooling. Avoid
intermittent coolant flow
which could result in
damage to carbide tools.

END MILLS
DOUBLE END
INTERMEDIATE

Why pay for carbide you
don’t need? Intermediate
End Mills have the same
flute length as the
standard length end mills
shown above but have a
shorter overall length.
The saving in material is
reflected in the lower
cost of the tool.

Resharpeningy:

Recbnditidning
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REGULAR DRILLS

For general purpose drilling in cast
iron, aluminum alloys, bronze,
magnesium and non-metallic
materials such as fibreglass and
resin laminates. Cannot be used on
stainless steel.

The anatomy of a drill is extremely
important to its service life. Bassett
carbide drills are manufactured to
exacting standards and it is
extremely important that these
standards are maintained when
resharpening to guarantee maximum
performance. An often over-looked
feature when resharpening is the
web thickness. As the face of the
drill is ground the web increases.

Most drills today are made with
webs which increase in thickness
towards the shank of the drill. The
increase in web thickness after
shortening the drill to remove the
worn portion will generate much
heat resulting in substandard hole
quality and possible damage to the
drill. Web thinning to maintain
original specifications will add to the
life of the drill.

N ~——

FRACTIONAL SIZES
DECIMAL | FLUTE | OVERALL| EDP
DIAMETER | “eyjy. | LENGTH | LENGTH | NUMBER
Yie .0625 % 1% 53531
4 .0781 I/ 1% 53545
Y42 .0938 1 2 53560
N .1094 1Va 2Va 53573
V) .1250 1Va 2Va 53583
%64 .1406 13 2V 53592
42 1562 134 2V 53603
Wea 1719 1% 2% 53614
%6 1875 1% 2% 53625
1364 .2031 1% 3 53637
T2 .2188 1% 3 53647
54 2344 2 3Vs 53657
Va .2500 2 3V 53666
7/ea .2656 2% 32 53675
a2 2812 2V 32 53685
%4 .2969 2% 3% 53691
%6 3125 2% 3% 53694
264 .3281 2 4 53701
W .3438 22 4 53708
24 .3594 2% 4% 53715
£7) 3750 2% 4V 53720
2554 .3906 27 4% 53725
13/35 .4062 28 4% 53731
27/64 4219 278 4> 53735
e 4375 278 4> 53737
2%es 4531 3 4%, 53739
15/ .4688 3 4%, 53741
3lea 4844 3 4%, 53742
e .5000 3 4%, 53744
LETTER SIZES
LETTER | DECIMAL | FLUTE |OVERALL | EDP
SIZE | EQUIV. | LENGTH | LENGTH |NUMBER
A 234 2 3Va 53655
B 238 2 3V 53660
© 242 2 3V 53662
D 246 2 3V 53664
E .250 2 3V 53669
F 257 2 3Va 53670
G .261 28 3% 53672
H .266 28 32 53677
| 212 2V 32 53678
J 2 2Vs 3% 53681
K 281 2Vs K17) 53683
L .290 2% 32 53688
M .295 2% 3% 53689
N .302 2% 3% 53693
(@) 316 2% 3% 53696
P 323 2% 3% 56398
Q 382 2V 4 53704
R .339 22 4 53706
S .348 22 4 53710
ik .358 2% 44 53713
) .368 2% 44 53718
\Y 377 2% 44 53722
w .368 28 4% 53724
X 397 278 4> 53727
Y 404 278 4% 53729
Z 413 278 4> 53732




REGULAR LENGTH WIRE SIZES

WIRE | DECIMAL | FLUTE |OVERALL | EDP
GAUGE NO. EQUIV. | LENGTH | LENGTH |NUMBER

1 .2280 1% 3 53652
2 .2210 1% 3 53649
3 .2130 1% 3 53645
4 .2090 1% 3 53643
G .2055 1% 3 53640
6 .2040 1% 3 53638
7 .2010 1% 3 53635
8 .1990 1% 3 53633
9 .1960 1% 3 53631
10 .1935 1% 2% 53630
11 1910 1% 2% 53628
12 .1890 1% 2% 53626
13 .1850 1% 2% 53622
14 .1820 1% 2% 53621
15 .1800 1% 2% 53619
16 1770 1% 2% 53617
17 1730 1% 2% 53615
18 .1695 1% 2% 53613
19 .1660 1% 2% 53610
20 1610 1% 2V 53607
21 .1590 1% 22 53606
22 .1570 1% 22 53604
23 .1540 1% 22 53602
24 .1520 1% 2%2 53600
25 .1495 1% 2Y2 53598
26 1470 1% 22 53596
27 .1440 1% 2V2 53594
28 .1405 1% 22 53591
29 .1360 1% 2V2 53589
30 .1285 1Ya 2Ya 53586

WIRE | DECIMAL | FLUTE |[OVERALL | EDP
GAUGE NO. EQUIV. | LENGTH | LENGTH | NUMBER
31 .1200 1Va 2Vs 53581
32 1160 1Va 2Va 53579
33 .1130 1Va 2V 53577
34 1110 1Va 2Va 53576
35 .1100 1Y 2Ys 53574
36 .1065 1Y 2V 53571
37 .1040 1Ya 2Ys 53569
38 1015 1Ya AZ3 53567
39 .0995 1Ya 2V 53566
40 .0980 1 2 53564
41 .0960 1 2 53562
42 .0935 1 2 53559
43 .0890 1 2 53556
44 .0860 1 2 53553
45 .0820 1 1% 53550
46 .0810 7 1% 53549
47 .0785 78 1% 53546
48 .0760 8 1% 53543
49 .0730 7 1% 54541
50 .0700 8 1% 53538
51 .0670 Ya 1% 53536
52 .0635 Ya 1% 53533
53 .0595 Ya 1Y 53529
54 .0550 Ya 1% 53525
55 .0520 Ya 12 53523
56 .0465 Ya 1% 53518
57 .0430 Ya 1% 53515
58 .0420 Ya 112 53514
59 .0410 Ya 12 53512
60 .0400 Vs 112 53511

Resharpening\.
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BASSETT -

MONARCH STRAIGHT FLUTE DRILLS

Next to the Spade Drill the Monarch is the strongest
drill of all. It has the ability to raise chips in deeper
holes than the Spade Drill, and its cylindrical lands

will hold very close tolerances.

These drills are recommended for drilling hard
materials, RC50 and up, where the hole depth is
twice the diameter or more. The drill should be
flooded with coolant at all times.

MONARCH DRILL - FRACTIONAL SIZES

DECIMAL | FLUTE |OVERALL| EDP
DIAMETER | “"Equiv. | LENGTH | LENGTH | NUMBER

Vie .0625 ¥ 114 54121
%64 .0781 VA 12 54135
B .0938 2 2 54150
/64 .1094 % 2 54163
) .1250 §Z) 2 54173
Y64 .1406 ¥4 2 54182
%42 .1562 s 2V 54193
Wea 1719 Y4 2V 54204
e .1875 ¥4 22 54215
1364 .2031 Y4 22 54227
T2 .2188 1 22 54237
%4 2344 1 22 54242
Va .2500 1 22 54247
64 .2656 1 22 54248
Y42 2812 7] 22 54250
%4 .2969 1Va 2V 54251
%6 3125 1Va 2V 54253
264 3281 1Va 3 54254
Va2 .3438 1V 3 54256
264 .3594 R 3 54257
3 .3750 1V 3 54259
2564 .3906 1Va 3 54260
13/ .4062 1Va 3 54262
27/e4 4219 1V 3 54263
/e 4375 1V 3 54265
154 .4688 14 3 54267
) .5000 1V 3 54270

Tolerances: Body +.000-.0005 - Shank +.0000-.0005

MONARCH DRILL - WIRE SIZES

WIRE | DECIMAL | FLUTE |[OVERALL | EDP
GAUGE NO.| EQUIV. | LENGTH | LENGTH | NUMBER

1 .2280 1 2% 54245
2 .2210 1 22 54239
3 .2130 Ya 2V 54235
4 .2090 Ya 2% 54233
5 .2055 Vs 22 54230
6 .2040 Ya 2% 54228
7 .2010 Ya 2Y2 54225
8 .1990 Ya 2V 54223
9 .1960 Ya 2V 54221
10 .1935 Ya 2Ys 54220
11 1910 Ya 2% 54218
12 .1890 Ya 2% 54216
13 .1850 Ya 2% 54212
14 .1820 Ya 22 54211
15 .1800 Ya 2V 54209
16 1770 Ya 2% 54207
17 1730 Ya 2% 54205
18 .1695 Ya 2% 54203
19 .1660 Ya 2Ys 54200
20 .1610 Ya 2Y2 54197
21 .1590 Ya 22 54196
22 1570 Ya 2% 54194
23 .1540 Ya 2 54192
24 1520 Ya 2 54190
25 .1495 Ya 2 54188
26 .1470 Ya 2 54186
27 1440 Ya 2 54184
28 .1405 Ya 2 54181
29 .1360 Ya 2 54179
30 .1285 % 2 54176
31 .1200 % 2 54171
32 .1160 % 2 54169
33 .1130 % 2 54167
34 1110 % 2 54166
35 .1100 %8 2 54164
36 .1065 Ve 2 54161
37 .1040 Yo 2 54159
38 1015 Yo 2 54157
39 .0995 Ve 2 54156
40 .0980 Yo 2 54154
41 .0960 Ve 2 54152
42 .0935 Ve 2 54149
43 .0890 Ve 2 54146
44 .0860 Ve 2 54143
45 .0820 Yo 2 54140
46 .0810 Yo 2 54139
47 .0785 Yo 2 54136
48 .0760 Ve 12 54133
49 .0730 Ve 12 54131
50 .0700 Yo 12 54128
51 .0670 Yo 172 54126
52 .0635 Yo 12 54123
53 .0595 % 1%2 54119
54 .0550 Y8 1Y%2 54115
55 .0520 8 12 54113
56 .0465 Y 12 54108
57 .0430 Y 12 54105
58 .0420 Y8 1% 54104
59 .0410 % 12 54102
60 .0400 Y8 12 54101




SPADE DRILL

These tools are recommended for
drilling high strength materials such
as stainless and high temperature
alloys. Hole depth is limited to two to
three times the diameter. For deeper
holes in hard material use Monarch

REAMERS

Solid carbide straight flute reamers are for
general purpose use with most materials.

To improve finish in some materials, or to
remove chips from deeper holes, specify right
hand spiral fluting. Some materials, such as
brass and some plastics, may require left hand
spiraling, but since this type of tool pushes the
chips ahead of the reamer it cannot be used in
blind holes.

Decimal size reamers and spiral flute reamers
are made to order and cannot be returned or
restocked.

Drills.
FLUTE WEB | INC. | EDP
DIAMETER|, engTH|O-AL{ THICKNESS | ANGLE|{ NUMBER

Va2 36 1Va .010 6° 53451
%64 a2 1% .012 10° 53452
Yie %6 114 A5 102 53454
332 % 1% .016 12 53456
V8 /6 1% .020 14° 53458
%432 1542 2 .025 16° 53460
Y6 Y6 2 .028 16° 53462
a2 194, 2 .030 18° 53464
Vs e 2 .035 18° 53467
Y42 3 2V .038 18° 53469
%6 8 2V .040 18° 53471
a2 %46 2V 042 18° 53473
K7 1 2V .046 18° 53475
1335 1 2 .048 20° 53477
e 1%4e 2V .050 20° 53479
1542 1% 2V .055 21° 53481
o 1% 2V .060 20° 53484

COMBINATION DRILL
& COUNTERSINK

This three-in-one tool can be used for
producing centre holes, generating 60 degree
chamfers or as a deburring tool.

S ——

- NE———

TOOL BODY |DIAMETER 0AL EDP

NUMBER |DIAMETER| DRILL = | NUMBER
1 Y8 Yes 1%2 53431

2 Y6 Y% 2 53432

3 Va Yea 2 53433

4 %e 173 2V 53434

5 e %e 2% 53435

6 Yo 32 3 53436

60° Angle Only

Tolerances: Reamer diameters:
Up to .250 +.0003 -.0000
.2501 to .500 +.0004 -.0000
Shank diameters, all sizes +.0005 -.0005

.0001 tolerance available

2 e ————
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R.H. SPIRAL
FRACTIONAL SIZES
FLUTE |OVERALL | NUMBER EDP
DIAMETER | | ENGTH | LENGTH |OF FLUTES | NUMBER
Ve ¥ 12 4 53801
Y%6a Y2 134 4 53805
Y32 Yo 2 4 53810
Yo 7] 2Va 4 53814
Y8 % 2V4 4 53818
You Y 22 4 53823
%32 ¥ 22 4 53828
Vo4 8 2% 4 53832
40 8 2% 4 53837
1364 1 3 6 53841
a2 1 3 6 53846
%4 1 3 6 53851
Ya 1 3 6 53855
ea 1% 3Va 6 53859
Y32 1% 3V 6 53863
%4 1% 3Va 6 53868
%e 1% 3Va 6 53873
264 1Ya 3% 6 53878
Va2 1Y 32 6 53883
264 1% 32 6 53888
% 1Va 3% 6 53893
All shanks are .005 under cutter diameter.
DECIMAL SIZES
DIAMETER FLUTE OVERALL EDP
RANGE LENGTH LENGTH NUMBER
.0351 - .040 Ya 1Va 53901
.0401 - .055 Ya 1% 53902
.0551 - .070 ¥ 1% 53903
.0701 - .085 ) 1% 53904
.0851 - .100 Yo 2 53905
.1001 - .115 % 2Va 53906
1151721385 EZ] 2Va 53907
1351 - .150 ¥ 22 53908
.1501 - .165 ¥ 2% 53909
.1651 - .180 78 2% 53910
.1801 - .195 s 2% 53911
1951 - .225 1 3 53912
2251 - .255 1 3 53913
.2551 - .280 1% 3Va 53914
.2801 - .315 1% 3% 53915
3151 - .350 1Vs 3% 53916




PRECISION GROUND BLANKS

AVAILABLE IN (1" MINIMUM) THRU (12" MAXIMUM) LENGTHS

[ e ———— 3
vy o
SIZE DECIMAL EDP SIZE DECIMAL EDP SIZE DECIMAL EDP
EQUIV. NUMBER EQUIV. NUMBER EQUIV. NUMBER
80 .0135 54501 41 .0960 54592 4 .2090 54673
79 .0145 54503 40 .0980 54594 3 .2130 54675
Yea .0156 54506 39 .0995 54595 732 .2188 54677
78 .0160 54509 38 .1015 54597 2 .2210 54679
77 .0180 54512 37 .1040 54599 1 .2280 54682
76 .0200 54513 36 .1065 54601 64 .2344 54685
75 .0210 54515 Yea .1094 54602 Va .2500 54687
74 .0225 54517 35 .1100 54604 F .2570 54690
73 .0240 54518 34 1110 54605 G .2610 54692
72 .0250 54520 33 .1130 54607 4 .2656 54695
71 .0260 54522 32 .1160 54609 H .2660 54697
70 .0280 54523 31 .1200 54611 | .2720 54698
69 .0292 54525 Ve .1250 54614 J .2770 54701
68 .0310 54526 30 .1285 54617 K .2810 54703
Yae .0312 54528 29 .1360 54619 Va2 .2812 54705
67 .0320 54529 28 .1405 54620 L .2900 54708
66 .0330 54531 Vs .1406 54622 M .2950 54709
65 .0350 54533 27 1440 54624 Yea .2969 54711
64 .0360 54534 26 1470 54626 N .3020 54713
63 .0370 54536 25 .1495 54628 Y6 .3125 54714
62 .0380 54537 24 .1520 54630 O .3160 54716
61 .0390 54539 23 .1540 54631 R .3230 54718
60 .0400 54540 Ya2 .1562 54632 Vo4 .3281 54721
59 .0410 54542 22 1570 54634 Q .3320 54724
58 .0420 54543 21 .1590 54635 R .3390 54726
57 .0430 54546 20 1610 54638 Va2 .3438 54728
56 .0465 54547 19 .1660 54641 S .3480 54730
Vo4 .0469 54551 18 .1695 54642 10 .3580 54733
55 .0520 54553 Wea 1719 54643 o4 .3594 54735
54 .0550 54557 17 .1730 54645 U .3680 54738
53 .0595 54559 16 1770 54647 Y% .3750 54740
e .0625 54561 15 .1800 54649 Vv .3770 54742
52 .0635 54564 14 .1820 54650 W .3860 54744
51 .0670 54566 13 .1850 54653 %64 .3906 54745
50 .0700 54569 %6 .1875 54654 X .3970 54747
49 .0730 54571 12 .1890 54656 \¢ .4040 54749
48 .0760 54573 11 1910 54658 32 .4062 54751
Y4 .0781 54574 10 .1935 54659 Z 4130 54752
47 .0785 54577 9 .1960 54661 foa 4219 54755
46 .0810 54578 8 .1990 54663 16 .4375 54757
45 .0820 54581 7 .2010 54665 Y64 .4531 54759
44 .0860 54584 o4 .2031 54667 %32 .4688 54761
43 .0890 54587 6 .2040 54668 3Ves 4844 54762
42 .0935 54588 5 .2055 54670 Yo .5000 54764
Y32 .0938 54590
Tolerances: O.A.L. Tolerance +V3 Blanks cannot be returned for credit nor exchanged.

O.D. Tolerance +.0000 -.0005
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CYLINDRICAL
CAT. METRIC | Standard| Standard | Monarch Chip- Diamond
NO. SIZES Shank Cut Cut Breaker Cut
BA-OM 3x 14 3 58000 58007 | 58014 58021
BA-1M 6x 16 6 58001 58008 | 58015 58022
BA-3M 10 x 20 6 58002 58009 | 58016 58023
BA-5M 13 x 25 6 58003 58010 | 58017 58024
BA-6M 16 x 25 6 58004 58011 58018 58025
BA-7M 20 x 25 6 58005 58012 | 58019 58026
BA-9M 25 x 25 6 58006 58013 | 58020 58027
END CUTTING CYLINDRICAL
BAEOM | 3x14 3 58028 58035 | 58042 58049
BAE-IM | 6x16 6 58029 58036 | 58043 58050
BAE3M | 10x20 6 58030 58037 | 58044 58051
BAE-SM | 13x25 6 58031 58038 | 58045 58052
BAE-6M | 16x25 6 58032 58039 | 58046 58053
BAE7M | 20x25 6 58033 58040 | 58047 58054
BAE-OM | 25x25 6 58034 58041 58048 58055
CYLINDRICAL BALL NOSE
BC-OM 3x 14 3 58056 58062 | 58068 58074
) BC-1M 6x16 6 58057 58063 | 58069 58075
BC-3M 10 x 20 6 58058 58064 | 58070 58076
BC-5M 13x 25 6 58059 58065 | 58071 58077
B BC-6M 16 x 25 6 58060 58066 | 58072 58078
N BC-7M | 20x25 6 58061 58067 | 58073 58079
BASSETT— -
BALL SHAPE
BD-OM 3 3 58080 58087 | 58094 58101
& BD-1M 6 6 58081 58088 | 58095 58102
[N \;ﬁ BD-3M 10 6 58082 58089 | 88096 58103
i}&}; BD-5M 13 6 58083 | 58090 | 58097 | 58104
& BD-6M 16 6 58084 58091 58098 58105
BD-7M 20 6 58085 58092 | 58099 58106
BD-9M 25 6 58086 58093 | 58100 58107
EGG SHAPE
BE-OM 3x6 3 58108 58114 | 58120 58126
BE-1M 6x10 6 58109 58115 | 58121 58127
BE-3M 10 x 16 6 58110 58116 | 58122 58128
BE-5M 13 x 22 6 58111 58117 | 58123 58129
BE-6M 16 x 25 6 58112 58118 | 58124 58130
BE-7M 20 x 25 6 58113 58119 | 58125 58131
ROUND NOSE TREE
BF-OM 3x 13 3 58132 58138 | 58144 58150
BF-1M 6x 16 6 58133 58139 | 58145 58151
BF-3M 10x 20 6 58134 58140 | 58146 58152
BF-5M 13x 25 6 58135 58141 58147 58153
BF-6M 16 x 25 6 58136 58142 | 58148 58154
BF-7M 20 x 25 6 58137 58143 | 58149 58155




POINTED TREE

CAT. METRIC | Standard| Standard | Monarch Chip- Diamond
NO. SIZES Shank Cut Cut Breaker Cut
BG-0M 3x10 3 58156 58162 58168 58174
BG-1M 6x16 6 58157 58163 58169 58175
BG-3M 10 x 20 6 58158 51864 58170 58176
BG-5M 13 x 25 6 58159 51865 58171 58177
BG-6M 16 x 25 6 58160 58166 58172 58178
BG-7M 20 x 25 6 58161 58167 58173 58179
FLAME SHAPE
BH-0M 3x6 3 58180 58183 58186 58189
BH-2M 8 x 20 6 58181 58184 58187 58190
BH-5M 13 x 32 6 58182 58185 58188 58191
60° INCLUDED ANGLE
BJ-OM 3 3 58192 58196 58200 58204
BJ-1M 6 6 58193 58197 58201 58205
BJ-3M 10 6 58194 58198 58202 58206
BJ-5M 13 6 58195 58199 58203 58207
90° INCLUDED ANGLE
BK-OM 3 3 58208 58212 58216 58220
BK-1M 6 6 58209 52213 58217 58221
BK-3M 10 6 58210 58214 58218 58222
BK-5M 13 6 58211 58215 58219 58223
14° INCLUDED CONE RADIUS END
BL-OM 313 3 58224 58230 58236 58242
BL-1M 6x16 6 58225 58231 58237 58243
BL-3M 10 x 27 6 58226 58232 58238 58244
BL-5M 13 x 29 6 58227 58233 58239 58245
BL-6M 16 x 33 6 58228 58234 58240 58246
BL-7M 20 x 38 6 58229 58235 58241 58247
POINTED CONE
CAT. Metric | Standard | INCL. [Standard | Monarch | Chip- | Diamond
NO. Sizes Shank Taper Cut Cut Breaker Cut
BM-OM | 3x 11 3 14° 58248 | 58253 | 58258 | 58263
BM-1M | 6x13 6 22° 58249 | 58254 | 58259 | 58264
BM-2M | 6x25 6 10° 58250 | 58255 | 52560 | 52865
BM-3M | 10x 16 6 28° 58251 58256 | 58261 58266
BM-5M | 13 x22 6 28° 58252 | 58257 | 58262 | 58267
INVERTED TAPER
BN-OM 3x5 3 108 58268 | 58271 58274 | 58277
BN-1M 6x8 6 10° 58269 | 58272 | 58275 | 58278
BN-5M | 13x13 6 16° 58270 | 58273 | 58276 | 58279
END CUTTING INVERTED TAPER
BNE-OM| 3x5 3 10° 58280 | 58283 | 58286 | 58289
BNE-1M| 6x8 6 10° 58281 58284 | 58287 | 58290
BNE-5M | 13x 13 6 16° 58282 | 58285 | 58288 | 58291




METRIC
SOLID CARBIDE

END MILLS
SINGLE END

A general purpose end
mill for use on most

2 AND 4 FLUTES/R.H. SPIRAL

materials. These tools
provide exceptional
economy and efficiency.

Two-flute end mills offer
the greatest chip
clearance and provide
for excellent coolant
flow. In slotting, a two-

flute end mill gives a
minimum of deflection
since the teeth are
directly opposed to the

cut.

Four-flute end mills
frequently offer the best

combination of chip
clearance and multiple
cutting edges for fast

material removal. A
strong coolant flow or
air blast will provide the
necessary cooling.

Avoid intermittent
coolant flow which
could result in damage
to carbide tools.

SOLID CARBIDE
END MILLS
DOUBLE END

The same advantages
as single end, with the
added economy of a

double end. Twice the
life for less than twice
the price.

Cutter Shank Flute Overall EDE Uit
Diameter | Diameter | Length | Length Square End Ball End
2 fl. 4 1l. 2 fl. 4 1l.
2.0 3.0 6.0 38.0 55300 55332 | 55364 | 55396
2.5 3.0 8.0 38.0 55301 55333 | 55365 | 55397
3.0 3.0 10.0 38.0 55302 55334 | 55366 | 55398
3.5 4.0 12.0 50.0 55303 55335 | 55367 | 55399
4.0 4.0 12.0 50.0 55304 55336 | 55368 | 55400
45 5.0 1.0 50.0 55305 55337 | 55369 | 55401
5.0 5.0 15.0 50.0 55306 55338 | 55370 | 55402
6.0 6.0 18.0 63.0 55308 55340 | 55372 | 55404
7.0 8.0 20.0 63.0 55310 55342 | 55374 | 55406
8.0 8.0 20.0 63.0 55312 55344 | 55376 | 55408
9.0 10.0 22.0 63.0 55314 55346 | 55378 | 55410
10.0 10.0 22.0 63.0 55316 55348 | 55380 | 55412
12.0 12.0 25.0 75.0 55318 55350 | 55382 | 55414
14.0 14.0 25.0 75.0 55320 55352 | 55384 | 55416
16.0 16.0 32.0 90.0 55322 55354 | 55386 | 55418
18.0 18.0 32.0 1000 | 55323 55355 | 55387 | 55419
20.0 20.0 38.0 1000 | 55324 55356 | 55388 | 55420
T~ — \
S
4‘\ \M': - §
2 AND 4 FLUTES/R.H. SPIRAL
Cutter Shank Flute Overall ERE Number
Diameter | Diameter | Length | Length Square End Ball End
2 fl. 4 fl. 2 fl. 41l
2.0 3.0 3.0 38.0 55428 55460 | 55492 | 55524
2.5 3.0 4.0 38.0 55429 55461 | 55493 | 55525
3.0 3.0 6.0 38.0 55430 55462 | 55494 | 55526
35 4.0 8.0 50.0 55431 55463 | 55495 | 55527
4.0 4.0 8.0 50.0 55432 55464 | 55496 | 55528
45 5.0 10.0 50.0 55433 55465 | 55497 | 55529
5.0 5.0 10.0 50.0 55434 55466 | 55498 | 56530
6.0 6.0 12.0 63.0 55436 55468 | 55500 | 55532
7.0 8.0 12.0 63.0 55438 55470 | 55502 | 55534
8.0 8.0 12.0 63.0 54440 55472 | 55504 | 55536
9.0 10.0 14.0 75.0 55442 55474 | 55506 | 55538
10.0 10.0 14.0 75.0 55444 55476 | 55508 | 55540
12.0 12.0 14.0 75.0 55446 55478 | 55510 | 55542




REPLACEMENT CONVERSION...WITH QUALITY BASSETT BURS

FULLERTON
Description BASSETT 0.D. L.0.C. SHK. ATRAX METAL REMOVAL M. A. FORD SGS
ULTRA
CYLINDRICAL BA-0 Y Y6 V8 A-1 010002320 69010020 SA-43
BA-1 Ya % Ya A-105 041102320 412 SA-1
BA-3 Y% Ys Va A-121 041106320 4137 SA-3
BA-5 Ya 1 Ya A-141 041108320 415 SA-5
BA-6 % 1 Ya A-161 041109320 4186 SA-6
BA-7 Y 1 Ya A-185 041111320 417 SA-7
BA-9 1 1 /a A-201 041112320 411 SA-S
CYLINDRICAL E.C. BA-0-EC e Y18 8 AE-1 010002321 69010020E SB-43
BA-1-EC Ya % /a AE-105 041102321 41250030E SB-1
BA-3-EC % Ya Ya AE-121 041106321 41375030E SB-3
BA-5-EC V2 1 /s AE-141 041108321 41500030E SB-5
BA-6-EC % 1 Ya AE-161 041109321 41625030E SB-6
BA-7-EC Ya 1 Va AE-185 041111321 41750030E SB-7
BA-9-EC 1 1 Ya AE-201 041112321 41100030E SB-9
CYLINDRICAL BN BC-0 Ve Y1e 8 C-1 010003320 69030020 SC-42
BC-1 Va % Va C-105 042102320 42250030 SC-1
BC-3 ¥ Ya Ya C-121 042105320 42375030 SC-3
BC-5 ] 1 Ya C-141 042106320 42500030 SC-5
BC-6 % 1 Ya C-161 042107320 42625030 SC-6
BC-7 Ya 1 Ya C-185 042108320 42750030 SC-7
BALL SHAPE BD-0 V8 V8 D-1 010008320 69050020 SD-42
BD-1 Va YVa D-105 048103320 43250030 SD-1
BD-3 Y8 Ya D-121 048105320 43375030 SD-3
BD-5 Ve Va D-141 048106320 43500030 SD-5
BD-6 % YVa D-161 048107320 43625030 SD-6
BD-7 Ya Va D-185 048108320 43750030 SD-7
BD-9 1 Va D-201 — 43100030 SD-9
EGG SHAPE BE-0 Ve a2 Ve Esd 010009320 69060020 SE-41
BE-1 Va Y8 Va E-105 046101320 44250030 SE-1
BE-3 ¥ % Ya E-121 046102320 44375030 SE-3
BE-5 Ve 8 Va E-141 046103320 44500030 SE-5
BE-6 % 1 Ya E-161 046104320 44625030 SE-6
BE-7 Ya 1 Ya E-181 046105320 44750030 SE-7
ROUND NOSE TREE BF-0 Ve Ya Ve H-1 010005320 69080020 SF-42
BF-1 Ya % Va H-105 043101320 45250030 SF-1
BF-3 Y8 Ya Ya H-121 043103320 45375030 SF-3
BF-5 7] 1 Ya H-141 043106320 45500030 SF-5
BF-6 % 1 Ya H-161 043107320 45625030 SF-6
BF-7 Ya 1 Ya H-182 043108320 45750130 SF-7
POINTED TREE BG-0 Vs Y8 V8 K-6 - 69100020 SG-43
. BG-1 YVa % Va — 044101320 46250030 SG-1
BG-3 % Vs Ya K-121 044103320 46375030 SG-3
BG-5 Va 1 YVa K-142 044105320 46500030 SG-5
BG-6 5-8 1 Ya K-161 044106320 46625030 SG-6
BG-7 Ya 1 Ya K-182 044107320 46750030 SG-7
FLAME SHAPE BH-0 Yo Ya 8 — — 69090020 SH-41
BH-2 Y16 Ya Va G-111 051101320 49312530 SH-2
BH-5 Y2 1Ya Ya G-141 051102320 49500030 SH-5
60° INCL. ANGLE BJ-0 V8 8 M-1 - 69112520 SJ-42
BJ-1 Ya Ya M-105 111001050 29602500 SJ-1
BJ-3 ¥ Ya M-121 111002050 29603750 SJ-3
BJ-5 2 YVa M-141 111003050 29605000 SJ-5
90°INCL. ANGLE BK-0 8 Y R-1 - 69115020 SK-42
BK-1 Va YVa R-105 111001070 29702500 SK-1
BK-3 % Va R-121 111002070 29703750 SK-3
BK-5 Yo Ya R-141 111003070 29705000 SK-5
CONE RADIUS END BL-0 Ve Ve Ve U-5 —_ 69150020 SL-42
14° INCL. ANGLE BL-1 Ya % Va U-105 047101320 48250030 SL-1
BL-3 ¥ e Va uU-121 047103320 48375030 SL-3
BL-5 Yo 1% Va U-141 047104320 48500030 SL-5
BL-6 % %e Ya U-161 047105320 48625030 SL-6
BL-7 Ya 1% YVa U-183 047106320 48750030 SL-7
POINTED CONE BM-0 Y 16 Ve L-2 — 69130020 SM-42
BM-1 YVa Z] Ya L-105 045101320 47250030 SM-1
BM-2 Va 1 Va L-108 045103320 47250230 SM-3
BM-3 R % Ya L-121 045104320 47375030 SM-4
BM-5 Y2 8 Ya L-141 045105320 47500030 SM-5
INVERTED TAPER BN-0 e Y16 Y8 S-1 e 69170020 SN-42
BN-1 Ya Y6 Ya S-105 - 50025030 SN-1
BN-5 Y2 Yo Ya S-141 = 50050030 SN-5
INVERTED TAPER E.C. BN-0-EC Y Y6 7 SE-1 — 69170020E SN-42E
BN-1-EC YVa Y6 Ya SE-105 —_ 50025030E SN-1E
BN-5-EC 2 2 Ya SE-141 — 50050030E SN-5E




