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  The Brownells Barrel Vise is an extremely heavy duty unit, intended to 
be bolted to either a heavy, solid workbench or pedestal that has been bolted 
to the floor. The clamping force is exerted by four 1⁄2" x 20 bolts through a 
13⁄4" diameter x 3" bushing. Bushings are available internally machined for 
specific barrel contours or blank with pilot holes for the gunsmith to lathe 
bore to fit barrels with special dimensions.

Barrel Vise Bushings
  We recommend that the vise be mounted flush with the outside edge or 
face of the workbench. Also, it is very important to mount it in a position 
where the action wrench can be rotated completely around the barrel shank. 
We recommend placing the vise on the left hand side of the workbench, since 
it usually takes much more force to loosen a barrel from an action than to 
tighten it onto an action. Placing the vise on the left hand side of the bench  
allows the weight of the bench to work to your advantage by resisting the 
force needed to loosen a barrel. Be sure to leave sufficient room behind the 
vise to allow longer barrels to be clamped with the action located as close 
as possible to the vise. Another possible mounting position is directly to the 
wall, on the edge of a doorway. Lag screw or through-bolt the Barrel Vise to 
the double 2" x 4", or 2" x 4" wood studs that are closest to the door opening. 
Mount the Barrel Vise approximately 48" to 60" from the floor. Before drill-
ing any holes in your wall be sure to identify and avoid any electrical wiring 
that may be hidden in the wall. The open doorway gives you plenty of room 
to swing your action wrench. Remember, the wall space behind the vise must 
be open and clear to accommodate any length barrel.
  To attach the vise to the bench, we recommend that 1⁄2" diameter bolts 
with flat washers, lock washers and nuts be used. If it is not possible to use 
this method, 1⁄2" diameter lag screws with flat washers placed under the 
head and turned into solid wood may also be used. Use the highest quality 
heat-treated bolt or lag screw you can obtain.

Barrel Vise Bushings
  Solid Barrel Vise Bushings: Barrel vise bushings are available in “solid” 
or blank types with pre-drilled pilot holes (#1, #2 and #3) or in “split” and 
internally contoured types. The solid bushings have NOT been split, so they 
can be machined for specific barrel shapes not covered by our pre-contoured 
split bushings. They must be split after shaping to allow the vise’s clamping 
force to be transmitted to the barrel.
  Pre-Contoured, Split Bushings: Since most rifle barrels are contoured 
with a parallel section right in front of the receiver, most of our bushings 
are bored to match this parallel. If a barrel’s parallel section is very short, 
a compression-resistant stock bedding compound, such as Brownells Steel 
Bed®, can be used in the bushing shell to fill any large voids, and give in-
creased clamping force to the barrel.
  Bushings #4 and #7 through #11 match the parallel section found on most 
commercial sporter barrels. Bushing #5 fits military Mauser 98 barrels with 
the rear sight base removed. #6 is a tapered bushing, for barrels with a taper 
per inch of about .050", with a radius to match a diameter of .900" on the large 
end and .748" on the small end over a three inch long bushing. Set #12 and 

WARNING
  Never attempt to disassemble or reassemble a firearm unless you are 
absolutely certain that it is empty and unloaded. Visually inspect the 
chamber, the magazine and firing mechanism to be absolutely certain 
that no ammunition remains in the firearm. Disassembly and reas-
sembly should follow the manufacturer’s instructions. If such instruc-
tions are not immediately available, contact the manufacturer to see 
if they are available. If they are not available at all, then you should 
consult other reference sources such as reference books or persons with 
sufficient knowledge. If such alternative sources are not available and 
you have a need to disassemble or reassemble the firearm, you should 
proceed basing your procedures on common sense and experience with 
similarly constructed firearms.
  With regard to the use of these tools, the advice of Brownells Incor-
porated is general. If there is any question as to a specific application 
it would be best to seek out specific advice from other sources and not 
solely rely on the general advice and warnings given.

m m

 S
A

V
E

 T
H

E
S

E
 IN

S
T

R
U

C
T

IO
N

S
 IN

 Y
O

U
R

 
B

R
O

W
N

E
LL

S
 G

U
N

S
M

IT
H

S
 D

A
TA

 R
IN

G
 B

IN
D

E
R

BARREL VISE
(See back side for complete listing)

#13 is a three-piece set intended for both standard and heavy configuration 
M-1 Garand barrels as well as M14/M1A barrels.

Recommendations For Using Pre-Contoured Bushings
  Bushing #5 (Mausers): The Mauser Barrel Bushing #5 fits most military 
large ring Mauser rifle barrels when the rear sight sleeve has been removed. 
Rear sight sleeves are typically soft soldered to the barrel. The sight base 
should be stripped of all parts including the spring. Clamp the barreled 
action in a solid bench vise, muzzle down, about four inches ahead of the 
rear sight. If the barrel is to be salvaged, pad the vise jaws. If you intend to 
re-use the barrel, use the minimum amount of heat necessary to melt the 
solder. Use Heat Stop Paste or wet shop towels to prevent over-heating the 
receiver. Heat the base with a propane or oxyacetylene torch until the solder 
visibly melts. Use a small ballpeen hammer to tap the sight base forward 
from its seat on the barrel, onto a smaller diameter section. Allow the parts 
to cool in the vise.
  Bushing #6 (Tapered): The Tapered barrel bushing is radiused to fit a bar-
rel diameter of .900" at the large end, and about .748" at its small end. Since 
the length of the bushing is 3", this works out to a taper per inch of about 
.050". If this does not match your barrel on the large end, use Pure Lead Bar-
rel Vise Shims (#084-110-424) between the bushing and the barrel to fill the 
gap. The lead will squeeze down to form to the barrel. An alternate gap filling 
method is to use Brownells Steel Bed stock bedding compound to modify the 
bushing to a particular size or shape barrel, as described later.
  Bushing #4 and #7 through #11: These bushings are radiused to match 
common barrel parallel section dimensions ahead of the receiver and behind 
the tapered section leading to the muzzle. Choose the bushing that most 
closely matches the parallel section. The bushing must be equal to or larger 
than the barrel’s diameter. If the barrel has only a short parallel section 
(under an inch in length), and a very gradual taper from the parallel, Lead 
Barrel Vise Shims (#084-110-424) may be used to provide clamping force on 
a larger area of the barrel. If the diameter difference is greater than about 
.090" over the 3" length of the bushing, or it is desired to make a “semi-per-
manent” bushing to fit a commonly used barrel shape, the use of Brownells 

READ & FOLLOW  THESE

INSTRUCTIONS
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Steel Bed stock bedding compound is recommended. Lead Barrel Vise Shims 
or brass shim stock is strongly recommended at any time where the bushing 
does not closely match the barrel diameter.

Using Steel Bed To Fit Bushing
  Brownells Steel Bed is an epoxy stock bedding compound containing at-
omized stainless steel to greatly increase its resistance to compression. For 
split bushings, the procedure to use Steel Bed to fit bushings to a particular 
barrel is as follows:
 1) Cut a pair of thin cardboard shims (like the backing material on pads 
of paper) to fit between the bushing halves, up tight against the sides of 
the barrel.
 2) Clean and degrease the inside of the bushing halves. Remove any traces 
of rust, oil, dirt, bedding compounds or rosin from previous uses.
 3) Clean the barrel and coat with an appropriate bedding compound release 
agent, carefully following the manufacturer’s instructions. We recommend 
Brownells “blue” paint-on release agent.
 4) Coat the exterior of the bushing shells with release agent - the ends as 
well as the exterior radiused surfaces.
 5) Mix an appropriate amount of Steel Bed, following the instructions care-
fully regarding proportions and mixing time.
 6) Place the bushing halves on the bench, with their interiors facing up. 
 7) Put half of the Steel Bed in each bushing half, positioning the bushing as 
close to the receiver as possible. Make sure the barrel is no more than half 
immersed in the bedding compound. If the barrel, receiver and bushing half 
are on a workbench, use modeling clay to position the barrel and bushing.
 9) Put the cardboard shims on the bushing half that is on the barrel, and 
place the other bushing half on the barrel. Note: Make sure the bushing 
halves are lined up fore and aft on the barrel.
 10) Use tape (strapping, bedding, or masking tape) to “pull” both bushing 
halves together on the barrel against the cardboard shims. Double check 
that the barrel is centered at each end in the bushing halves.
 11) Allow the bedding compound to cure to “handling strength”. (10 to 18 
hours at a room temperature of 65° to 75°.)
 12) Remove the bushing halves from the barrel. A plastic or rawhide mallet 
may be needed to tap them off the barrel.
 13) Clean up excess bedding compound from the bushing halves, and re-
move the remains of the cardboard shims.
 14) Allow the bedding compound to fully cure. In the case of Steel Bed, air 
cure may take five to ten days at room temperature. It can be accelerated 
by positioning a 75 to 100 watt incandescent lamp about 6 to 10 inches from 
the bushing halves for about 12 to 24 hours. The time needed will depend 
on the room temperature, the lamp wattage and its distance from the bush-
ing halves.

Fitting Solid Bushings
  Bushings #1, #2, and #3 are “solid” bushings, cylindrical pieces of steel 
with pilot holes drilled in diameters of 1⁄2", 3⁄4", and 1" respectively. These 
are to be bored to match a particular barrel’s contours using a lathe with a 
boring bar, and then internally polished using a Shotgun Barrel Hone. Split 
the bushing horizontally using a milling machine or even hacksaw and files. 
Be sure all sharp edges are deburred to prevent marring barrels.

Special Set #12 & #13 Bushings
  M-1 Garand and M14/M1A rifles use the Special Set #12 and #13, which 
consists of three bushing halves. There are two “large and one “small” diam-
eter bushing halves. In the case of the M-1 Garand rifle, the military issue 
barrel has a “lightening” cut in the area where the barrel vise bushings must 

be placed. For the issue barrel, use one “large” and the single “small” diam-
eter halves. For the M-14/M1A issue or heavy barrels, and the M-1 Garand 
“heavy” barrel, use the two “large” diameter bushing halves.

Fitting “Special” Barrels
  You may occasionally encounter barrels whose contours do not allow “nor-
mal” methods of fitting as described above. These would include tapered 
octagon with quarter ribs, or round barrels equipped with lugs, sights or ribs 
that do not allow a pre-contoured bushing to fit the barrel.
  If the barrel’s basic contour matches a pre-contoured bushing, machining 
can be done as required to provide clearance for a rib or other projections. For 
blank bushings, measure the barrel dimensions without  the ribs or cuts, and 
bore a blank bushing to match the dimensions as closely as possible. Split 
the bushing, as above, and do any necessary milling cuts for sights or ribs. 
Deburr and degrease the inside of the bushing halves, then coat the exterior 
and ends of the bushing halves with release agent and set aside.
  Prepare the barrel by first degreasing with an appropriate solvent, then 
fill in any dovetails, rough machining marks, rib vents, etc., with modeling 
clay. Build a ring of modeling clay around the barrel’s breech end at the point 
where the bushing will go. Coat  the barrel and the modeling clay used to fill 
the cuts with release agent.

HOW TO USE
  The Barrel Vise must be properly and solidly mounted on a sturdy work-
bench or pedestal and the appropriate barrel bushings must be prepared 
before you can start.

  IMPORTANT NOTE: Barrels should be clamped in the vise with the 
threaded shank portion of the barrel as close as possible (within 1") to the 
edge of the vise. If the threaded shank portion of the barrel is secured too far 
from the edge of the vise, the torque applied by turning the action wrench 
may “spring” the barrel and possibly cause it to take a permanent twist.
  Thoroughly degrease the inside of the vise  bushing recesses and the bush-
ings. Place one bushing half in the lower section of the vise. Sprinkle a very 
small amount of powdered rosin in the bushing half. Set the barrel into the 
bushing half and dust the top of the barrel with a similar amount of rosin 
on the area where the other bushing half will rest. (Alternate Method: Mix 
a teaspoon of powdered rosin with about two tablespoons of alcohol until the 
rosin is dissolved. Paint the rosin mixture in the bushing halves and allow 
to dry.) Place the second bushing half onto the first, and set the barrel vise 
top onto the vise. Start the four 1⁄2" x 20 cap screws into their threaded holes 
in the barrel vise base. Tighten the screws by hand until they are “finger 
tight” and the barrel vise top is parallel with the base. Continue tighten-
ing the screws with the Allen wrench. Remember, tremendous force can 
be generated on the screws and the barrel, especially if a socket set with a 
long handle is used to tighten them. Tighten the screws in an “X” pattern, 
working on opposite sides of the barrel rather than on the same side of the 
barrel. Use only enough force on the screws to prevent the barrel from turn-
ing when disassembling the barreled action or when tightening an action 
onto a barrel. CAUTION: Excessive force on a thin barrel, such as a shotgun 
barrel, can actually crush it.
  Reassemble the firearm according to the manufacturer’s instructions. 
Check for proper functioning using ACTION PROVING DUMMIES. Make 
sure ALL SAFETY MECHANISMS are functional as designed and approved 
by the manufacturer. If these tests prove satisfactory, test-fire the firearm 
with live ammunition in a SAFE and APPROPRIATE manner.

 VISE w/ 1 STEEL BUSHING STEEL BUSHING ONLY
 STOCK # STOCK # BUSHING No. I.D.
 #080-860-004 #080-861-004 #4 1.170"
 #080-860-005 #080-861-005 #5 —
 #080-860-006 #080-861-006 #6 —
 #080-860-007 #080-861-007 #7 1.150"
 #080-860-008 #080-861-008 #8 1.175"
 #080-860-009 #080-861-009 #9 1.200"
 #080-860-010 #080-861-010 #10 1.225"
 #080-860-011 #080-861-011 #11 1.250"
 #080-860-012 #080-861-012 #12 & 13 M14/Garand
 #080-860-013 #080-861-013 #14 M1 Carbine
 #080-860-014 #080-861-014 #15 FAL

 VISE w/ 1 ALUM. BUSHING ALUM. BUSHING ONLY
 STOCK # STOCK # BUSHING No. I.D.
 #080-860-204 #080-861-204 #4 1.170"
 #080-860-205 #080-861-205 #5        —
 #080-860-206 #080-861-206 #6        —
 #080-860-207 #080-861-207 #7 1.150"
 #080-860-208 #080-861-208 #8 1.175"
 #080-860-209 #080-861-209 #9 1.200"
 #080-860-210 #080-861-210 #10 1.225"
 #080-860-211 #080-861-211 #11 1.250"
 #080-860-212 #080-861-212 #12 & 13 M14/Garand
 #080-860-213 #080-861-213 #14 M1 Carbine
 #080-860-015 #080-861-015 #15 FAL
 #080-860-016 #080-861-016 #16 Octagon Bbl.

#080-860-107 Steel Barrel Vise Set
#080-860-307 Aluminum Barrel Vise Set
#080-800-902 Allen Head Bolt Kit
#080-860-900 Barrel Vise, only

SOLID BUSHINGS - Solid bushings that have NOT been split so you can alter them as you want.

 STK# STEEL BUSHING No./DIA. STK# ALUM. BUSHING No./DIA.
 #080-861-001 No. 1 1⁄2" (12.7mm) #080-861-201 No. 1 1⁄2" (12.7mm)
 #080-861-002 No. 2 3⁄4" (19mm) #080-861-202 No. 2 3⁄4" (19mm)
 #080-861-003 No. 3 1" (25.4mm) #080-861-203 No. 3 1" (25.4mm)


