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CUTTING TAPS

our products examples 

small dimensions 
starting with Ø 1.0 mm

tools with extended shank

solid carbide

MQL tools

special tools for all product groups

thread milling systems with  
solid carbide inserts

HST SYNCHRO tap holders and  
accessories

certified according to: ISO 9001, VDA 6.4, ISO 14001, ISO 50001

Further leaflets and the current catalog are available under www.bass-tools.com/service/downloads.

BASS GmbH
Technik für Gewinde
Bass-Strasse 1
97996 Niederstetten
Deutschland · Germany

Tel.: +49 7932 892-0
Fax: +49 7932 892-87
E-Mail: info@bass-tools.com
Web: www.bass-tools.com
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3xD

VARIANT VA
The cutting tap for through holes. 

DOMINANT VA45
The cutting tap for blind holes.

coolant supply
axial internal coolant for im-
proved coolant-lubrication and 
chip transportation in blind holes 

coating / surface 
VAP for conventional use at low 
cutting speeds

TIN for high cutting speed and 
high tool life

HL for high cutting speed & tool 
life, for thread depths up to 3xd

tolerances
VARIANT VA:
ISO2/6H, ISO3/6G and 2B. 

DOMINANT VA45:
ISO2/6H, ISO3/6G, 7G, 
6H+0,1, 6H mod, 2B and 3B.

Other tolerances upon request.

HSSE-PM (powder metal)
increased tool life up to 30%, 
improved thread surface and 
process reliability compared to 
HSSE

chamfer forms
according to DIN 2197

B / 3,5-5,5 threads
for through hole threads
with spiral point

C / 2-3 teeth
for standard applications

E / 1,5-2 teeth
for blind hole threads
with short run-out

customer benefit
• one tool for various 

materials and applications
• reduced tool variety in stock
• less frequent tool changes
• high cutting speed
• high tool life

types
• shank tolerance h9
• HSSE-PM (powder metal)
• also available with  

extended shank
• also available with radial cool-

ant (KR) upon request

customer benefit
• conventional machines
• modern machining centers
• HL coating guarantees opti-

mized chip evacuation even 
with MQL

types
• steel materials up to 1,250 N/

mm2
• VA stainless steels
• cast iron
• aluminum 
• copper alloys
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Our multi-purpose cutting taps 
cover a comprehensive range of 
materials. They can be applied 
for the reliable machining of var-
ious materials ranging from steel 
materials to plastics.

Your benefit: one tool for many 
applications omitting the need 
for re-tooling and considerably 
reducing the tool variety in stock.

application example

dimension M16 ISO2/6H

coating HL

material 1.4408

thread depth 30 mm

machine machining center

lubrication emulsion 5%

vc 10 m/min

600

BASS
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application example

dimension M10 ISO2/6H

coating HL

material 1.4301 | V2A

thread depth 24 mm

machine machining center

lubrication emulsion 6%

vc 10 m/min

7.500

BASS
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3xD

long shank (SL)
for deep-seated threads
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3xD

VARIANT VA
The cutting tap for through holes. 

DOMINANT VA45
The cutting tap for blind holes.

coolant supply
axial internal coolant for im-
proved coolant-lubrication and 
chip transportation in blind holes 

coating / surface 
VAP for conventional use at low 
cutting speeds

TIN for high cutting speed and 
high tool life

HL for high cutting speed & tool 
life, for thread depths up to 3xd

tolerances
VARIANT VA:
ISO2/6H, ISO3/6G and 2B. 

DOMINANT VA45:
ISO2/6H, ISO3/6G, 7G, 
6H+0,1, 6H mod, 2B and 3B.

Other tolerances upon request.

HSSE-PM (powder metal)
increased tool life up to 30%, 
improved thread surface and 
process reliability compared to 
HSSE

chamfer forms
according to DIN 2197

B / 3,5-5,5 threads
for through hole threads
with spiral point

C / 2-3 teeth
for standard applications

E / 1,5-2 teeth
for blind hole threads
with short run-out

customer benefit
• one tool for various 

materials and applications
• reduced tool variety in stock
• less frequent tool changes
• high cutting speed
• high tool life

types
• shank tolerance h9
• HSSE-PM (powder metal)
• also available with  

extended shank
• also available with radial cool-

ant (KR) upon request

customer benefit
• conventional machines
• modern machining centers
• HL coating guarantees opti-

mized chip evacuation even 
with MQL

types
• steel materials up to 1,250 N/

mm2
• VA stainless steels
• cast iron
• aluminum 
• copper alloys

st
ee

l m
at

er
ia

ls

st
ain

les
s s

te
el

cast iron

copper

alu. / m
agnesium

tit
an

iu
m

nickel

synthetics

special m
aterials

Our multi-purpose cutting taps 
cover a comprehensive range of 
materials. They can be applied 
for the reliable machining of var-
ious materials ranging from steel 
materials to plastics.

Your benefit: one tool for many 
applications omitting the need 
for re-tooling and considerably 
reducing the tool variety in stock.

application example

dimension M16 ISO2/6H

coating HL

material 1.4408

thread depth 30 mm

machine machining center

lubrication emulsion 5%

vc 10 m/min
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application example

dimension M10 ISO2/6H

coating HL

material 1.4301 | V2A

thread depth 24 mm

machine machining center

lubrication emulsion 6%

vc 10 m/min

7.500

BASS

3.000
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3xD

long shank (SL)
for deep-seated threads
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CUTTING TAPS

our products examples 

small dimensions 
starting with Ø 1.0 mm

tools with extended shank

solid carbide

MQL tools

special tools for all product groups

thread milling systems with  
solid carbide inserts

HST SYNCHRO tap holders and  
accessories

certified according to: ISO 9001, VDA 6.4, ISO 14001, ISO 50001

Further leaflets and the current catalog are available under www.bass-tools.com/service/downloads.

BASS GmbH
Technik für Gewinde
Bass-Strasse 1
97996 Niederstetten
Deutschland · Germany

Tel.: +49 7932 892-0
Fax: +49 7932 892-87
E-Mail: info@bass-tools.com
Web: www.bass-tools.com

ed
it

io
n

 0
3

/2
0

2
4

  
  

  
  

su
b

je
ct

 t
o

 m
o

d
ifi

ca
ti

o
n

s 
  

  
  

 I
D

 0
6

0
0

7
2

P
D

F 
D

O
W

N
LO

A
D

TE
C

H
N

IK
 F

Ü
R

 G
E
W

IN
D

E
TE

C
H

N
IK

 F
Ü

R
 G

E
W

IN
D

E
TECHNIK FÜR GEWINDE TECHNIK FÜR GEWINDE

3xD

VARIANT VA
The cutting tap for through holes. 

DOMINANT VA45
The cutting tap for blind holes.

coolant supply
axial internal coolant for im-
proved coolant-lubrication and 
chip transportation in blind holes 

coating / surface 
VAP for conventional use at low 
cutting speeds

TIN for high cutting speed and 
high tool life

HL for high cutting speed & tool 
life, for thread depths up to 3xd

tolerances
VARIANT VA:
ISO2/6H, ISO3/6G and 2B. 

DOMINANT VA45:
ISO2/6H, ISO3/6G, 7G, 
6H+0,1, 6H mod, 2B and 3B.

Other tolerances upon request.

HSSE-PM (powder metal)
increased tool life up to 30%, 
improved thread surface and 
process reliability compared to 
HSSE

chamfer forms
according to DIN 2197

B / 3,5-5,5 threads
for through hole threads
with spiral point

C / 2-3 teeth
for standard applications

E / 1,5-2 teeth
for blind hole threads
with short run-out

customer benefit
• one tool for various 

materials and applications
• reduced tool variety in stock
• less frequent tool changes
• high cutting speed
• high tool life

types
• shank tolerance h9
• HSSE-PM (powder metal)
• also available with  

extended shank
• also available with radial cool-

ant (KR) upon request

customer benefit
• conventional machines
• modern machining centers
• HL coating guarantees opti-

mized chip evacuation even 
with MQL

types
• steel materials up to 1,250 N/

mm2
• VA stainless steels
• cast iron
• aluminum 
• copper alloys
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s s

te
el

cast iron

copper

alu. / m
agnesium

tit
an

iu
m

nickel

synthetics

special m
aterials

Our multi-purpose cutting taps 
cover a comprehensive range of 
materials. They can be applied 
for the reliable machining of var-
ious materials ranging from steel 
materials to plastics.

Your benefit: one tool for many 
applications omitting the need 
for re-tooling and considerably 
reducing the tool variety in stock.

application example

dimension M16 ISO2/6H

coating HL

material 1.4408

thread depth 30 mm

machine machining center

lubrication emulsion 5%

vc 10 m/min

600

BASS

150

competitor th
re

ad
s 

/ 
ta

p

application example

dimension M10 ISO2/6H

coating HL

material 1.4301 | V2A

thread depth 24 mm

machine machining center

lubrication emulsion 6%

vc 10 m/min

7.500

BASS

3.000

competitorth
re

ad
s 

/ 
ta

p

3xD

long shank (SL)
for deep-seated threads
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CUTTING TAPS

our products examples 

small dimensions 
starting with Ø 1.0 mm

tools with extended shank

solid carbide

MQL tools

special tools for all product groups

thread milling systems with  
solid carbide inserts

HST SYNCHRO tap holders and  
accessories

certified according to: ISO 9001, VDA 6.4, ISO 14001, ISO 50001

Further leaflets and the current catalog are available under www.bass-tools.com/service/downloads.

BASS GmbH
Technik für Gewinde
Bass-Strasse 1
97996 Niederstetten
Deutschland · Germany

Tel.: +49 7932 892-0
Fax: +49 7932 892-87
E-Mail: info@bass-tools.com
Web: www.bass-tools.com
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3xD

VARIANT VA
The cutting tap for through holes. 

DOMINANT VA45
The cutting tap for blind holes.

coolant supply
axial internal coolant for im-
proved coolant-lubrication and 
chip transportation in blind holes 

coating / surface 
VAP for conventional use at low 
cutting speeds

TIN for high cutting speed and 
high tool life

HL for high cutting speed & tool 
life, for thread depths up to 3xd

tolerances
VARIANT VA:
ISO2/6H, ISO3/6G and 2B. 

DOMINANT VA45:
ISO2/6H, ISO3/6G, 7G, 
6H+0,1, 6H mod, 2B and 3B.

Other tolerances upon request.

HSSE-PM (powder metal)
increased tool life up to 30%, 
improved thread surface and 
process reliability compared to 
HSSE

chamfer forms
according to DIN 2197

B / 3,5-5,5 threads
for through hole threads
with spiral point

C / 2-3 teeth
for standard applications

E / 1,5-2 teeth
for blind hole threads
with short run-out

customer benefit
• one tool for various 

materials and applications
• reduced tool variety in stock
• less frequent tool changes
• high cutting speed
• high tool life

types
• shank tolerance h9
• HSSE-PM (powder metal)
• also available with  

extended shank
• also available with radial cool-

ant (KR) upon request

customer benefit
• conventional machines
• modern machining centers
• HL coating guarantees opti-

mized chip evacuation even 
with MQL

types
• steel materials up to 1,250 N/

mm2
• VA stainless steels
• cast iron
• aluminum 
• copper alloys
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special m
aterials

Our multi-purpose cutting taps 
cover a comprehensive range of 
materials. They can be applied 
for the reliable machining of var-
ious materials ranging from steel 
materials to plastics.

Your benefit: one tool for many 
applications omitting the need 
for re-tooling and considerably 
reducing the tool variety in stock.

application example

dimension M16 ISO2/6H

coating HL

material 1.4408

thread depth 30 mm

machine machining center

lubrication emulsion 5%

vc 10 m/min

600

BASS
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competitor th
re
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application example

dimension M10 ISO2/6H

coating HL

material 1.4301 | V2A

thread depth 24 mm

machine machining center

lubrication emulsion 6%

vc 10 m/min

7.500

BASS
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3xD

long shank (SL)
for deep-seated threads
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CUTTING TAPS

our products examples 

small dimensions 
starting with Ø 1.0 mm

tools with extended shank

solid carbide

MQL tools

special tools for all product groups

thread milling systems with  
solid carbide inserts

HST SYNCHRO tap holders and  
accessories

certified according to: ISO 9001, VDA 6.4, ISO 14001, ISO 50001

Further leaflets and the current catalog are available under www.bass-tools.com/service/downloads.

BASS GmbH
Technik für Gewinde
Bass-Strasse 1
97996 Niederstetten
Deutschland · Germany

Tel.: +49 7932 892-0
Fax: +49 7932 892-87
E-Mail: info@bass-tools.com
Web: www.bass-tools.com
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