











Tool Steel Dead Centres with Thread for Draw-0ff Nut < BB“(}KNER®
Morse taper, metr. 80 1:20, taper 80 1:10

Form 255 - 256 - 257 — 258

Interchangeable dead centres, through-hardened for revolving tailstock sleeves

Form  Taper ID.No. D G SW LC L Draw-off Form 255
size nut similar to DIN 807 and extended
MK2 2552 18 M22x15 16 48 112 M252

2553 241 M27x1.5 22 57 138  M253
MK 3 2553-150 241 M27x15 22 69 150  M253
2553-170 241 M27x15 22 89 170  M253

2554 316 M36x1.5 27 725 175  M254
MK4 2554190 316 M36x15 27 875 190  M254
255 2554-230 316 M36x15 27 1275 230  M254
ws 25 47 M4815 4 875 217 M255
2555-250 447 M48d5 41 1205 250  M255
MK6 2556 638 M68I5 55 108 290  M256
Mf:';'os" 255720 80 M8 - 134 330  M257
Taﬁ’os“ 255710 80 M85 - 130 330  M257
Form 256
Form Taper ID.No. D d2 G SW LC L  Draw-off copying centre 60°/40°
size nut
MK2 2562 6 18 M22x15 16 48 112 M252 N“
MK3 2563 8 241 M27x15 22 57 138  M253 S
256  MK4 2564 10 316 M36x15 27 725 175  M254 L

MKS 2565 12 447 M48x1.5 41 875 217 M255
MK6 2566 15 638 M6G8x1.5 55 136 318 M256

Form Taper ID.No. D d2 G SW LA LC L Draw-off Form 257
size nut slim design 60°/30°
2572.06120 6 18 M22x1.5 16 15 56 120 M252

MK2 2572.09-120 9 18 M22x1.5 16 17 56 120 M252 A
2572.11-120 11 18 M22x15 16 21 56 120 M252
2573.09-150 9 241 M27x1.5 19 17 69 150 M253 Y
2573.13-150 13 241 M27x1.5 19 25 69 150 M253
2574.09-190 9 316 M36x1.5 27 17 87.5 190 M254
MK4 2574.13-190 13 316 M36x1.5 27 27 875 190 M254

d2

257 MK3

2574.19-190 19 316 M36x15 27 53 875 190 M254 - L -
Form Taper  ID.No. D d G SW LC L Draw-off Form 258
size nut bullnose dead centre 60°
2582.40 40 1 M22d5 36 64 128 M252 1

MK 2

2582.80x20 80 20 M22x1.5 36 88 152  M252
MK3 2583.40 40 1 M2/x15 36 65 146 M253
2583.80x20 80 20 M27x15 36 89 170  M253 o -OE

258 MKq 2984.80x20 80 20 M36x15 36 895 192 M254

2584.125x65 125 65 M36x1.5 36 895 192 M254
2585.80x20 80 20 M48x1.5 50 1005 230 M255 ¥

MK5 2585.100x50 100 50 M48x15 50 905 220 M255 Lc
2585.125x65 125 65 M48x1.5 50 1005 230 M255 > .

Draw-off nut to DIN 807

ID.No. G LM Sw

M252 M 22x1.5 15.5 32

M253 M 27x1.5 17.5 4

M254 M 36x1.5 21 55

M255 M 48x1.5 23 75

M256 M 68x1.5 255 100

M257 M 85x2.0 40 130
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Tool Steel Dead Centres without Draw-0ff Thread <] BR“[}KNEH®
Morse taper, metr. 80 1:20, taper 80 1:10

Form 250

Dead centres — to DIN 806 — through-hardened

Form Taper ID.No. D LC L Form 250
size to DIN 806, full centre 60°
MK 0 2500 92 200 70
MK 1 2501 122 265 80 I
MK 2 2502 180 36.0 100 o
MK 3 2503 241 440 125 ‘
MK 4 2504 316 575 160
250 MK 5 2505 447 705 200
MK 6 2506 638 88.0 270
it L 2507.20 804 1240 320
1:20
Ta:’:’ﬂ“" 2507.10 808 1200 320

Tool Steel Dead Centres — Special Designs

setting mandrels centre with measuring bands

SK 45 with face contact extension sleeve MK 5 to MK 5
cylindrical mounting for caps 60° centre

double diameter 60° dead centre
with draw-off thread bullnose dead centre with SK 30 mounting taper
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Tool Steel Dead Centres < BB“[}KNHf
Steep tapers SK 30, SK 40

Form 220 - 230

Interchangeable dead centres, through-hardened, runout max. 0.004 mm, for revolving tailstock sleeves

Taper form Steep taper  Group ID.No. D d 2 IC LA L Form 220
A 228010A130 10 25 616 gEgy 'S sutable for Index
2230.10A150 10 325 816 150
2230.09B-120 9 25 516 17 120
B 2230.13B-125 13 325 566 27 125
2 SK30 2230.19B-135 19 325 666 57 135
is suitable for 2230.25B-145 25 325 766 67 145
Index c 2230.36C-116 36 476 116
2230.36C-130 36 616 130
b 2230.80x200 80 20 7.6 140
2230125650 125 65 7.6 140
SK 40 C 2240.48C-152 48 59 152
2330.10A-130 10 322 616 130  Form 230
A 2330.10 A-150 10 30I0) 816 150 is suitable for MAG (Boehringer)
2330.10A170 10 322 1016 170
2330.00B-120 9 322 516 17 120
2330.00B-150 9 22 816 17 150
2330.13B-125 13 322 566 27 125
B 2330.13B-170 13 322 1016 27 170
2330.19B-135 19 322 666 50 135
230 SK30 2330.19B-170 19 322 1016 50 170
is suitable for 2330.25B-145 25 322 766 63 145
MAG 2330.32C-116  32.2 476 116
(Boehringer) 2330.32C-130 322 61.6 130
C 2330.32C-150 322 81.6 150
2330.32C-170 322 1016 170
2330.45C-130 45 61.6 130
b 2330.80x20D 80 20 7.6 140
2330.12565D 125 65 716 140
2340.44C-152 449 58.6 152
SK 40 C 2340.44C-172 449 78.6 172
2340.44C-200 449 106.6 200

We make special forms, larger steep tapers or carbide-tipped designs to your requirements.

Group A - Copying centre 60°/30° Group B - Slim centre 60°
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Group D - Bullnose dead centre 60°

Group C - Full centre 60°




Adapter Sleeves — Reduction Sleeves < BR“GKNEB®

Adapter sleeve Type KE

With internal taper 1:7.5
Made from alloy case-hardening steel,

hardened, with draw-off thread, ©
internally and externally precision-ground
Runout
Max. 0.003 mm
Application
For re-grinding interchangeable inserts.
Combined with the inserts
(pages 15/21/33/37) use as a dead centre
in the headstock and tailstock for special
applications.
» Draw-off nut to DIN 807: see page 59
Morse Type KE Draw-off K1 G LC L Insert size
taper ID.No. nut (page 15)
2 2952A M252 11 M 22x1.5 16 80 482..
3 2953A M253 15 M 27x1.5 21 102 484..
4 2954A M254 22 M 36x1.5 25.5 128 487..
5 2955A M255 28 M 48x1.5 30.5 160 485..
Reduction sleeve Type SPHA
of alloy case-hardening steel, hardened, Ai@\/i AK
with draw-off thread, internally and externally K ]
precision-ground o —
Runout Y
Max. 0.003 mm LC
L
» Draw-off nut to DIN 807: see page 59
Taper size Type SPHA
external internal
Draw-off nut LC G L
AK IK ID.No. ID.No.
MK 3 MK 2 6032A M253 17.5 M 27x1.5 91.5
MIK 4 MK 2 6042A M254 16.5 M 36x1.5 110
MK 3 6043A M254 16.5 M 36x1.5 110
MK 2 6052A M255 16.5 M 48x1.5 132
MK 5 MK 3 6053A M255 16.5 M 48x1.5 132
MK 4 6054A M255 16.5 M 48x1.5 132
MK 6 MK 4 6064A M256 215 M 68x1.5 166
MK 5 6065A M256 21.5 M 68x1.5 166
Metr. 80 MK 5 6805A M80* 20 M 80x2 192
1:20 MK 6 6806A m8o* 20 M 80x2 192
Ta:’:’uso MK 6 6806.1A M8o* 20 Meox2 192

*Similar to DIN 1804




CARBIDOR® - The Driving Coating

CARBIDOR® coated tool steel dead centres for gear cutting, fine turning,
finishing, measuring/inspection

CARBIDOR®

is tungsten carbide based coating especially developed to drive workpieces.
The coating can be applied to all hard tool steels and particularly features
wear resistance, high coefficient of friction and low coating thickness.

CARBIDOR® is applied to enhance friction between workpiece and clamping
tool. In this case almost all shapes can be coated. To drive by a workpiece
centre, the centre must be = 4 x 2 mm. The axial pressure should be as
high as possible.

B ®

CARBIDOR® features
Permanent connection with the
carrier material, impact resistant

High hardness 74 — 78 HRC
Surface roughness:
CARBIDOR®-F Rz 15 pm
CARBIDOR®-M Rz 17 ym
CARBIDOR®-G Rz 19 pm
Coating thickness: approx. 25 ym

In case of wear re-coating is possible.

CARBIDOR® surface structure
CARBIDOR® coating is applicable to

» BRUCKNER standard tool steel dead
centres (pages 63 — 65)

» tool steel dead centres in special
design

» all soft, hardened components of tool
steel and stainless steel, jaws, spheres,
collets etc.

Please pay attention to our safety
tips for process reliability of driving
coatings.

www.karlbruckner.de/prs
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Tool Steel Dead Centres

with CARBIDOR®-M Coating
Form 250CA - 255CA - 257CA - 258CA

Form MK ID.No. D LC L
2 2502CA 18.0 36.0 100
250CA 3 2503CA 241 44.0 125
4 2504CA 31.6 57.5 160
Form MK 1D.No. D G SwW LC Draw-off
nut
2 2552CA 180 M22x15 16 48 112  M252
255CA 3 2553CA 241 M27x15 22 57 138  M253
4 2554CA 316 M36x1.5 27 725 175  M254
Form MK ID.No. D d2 G SW LA LC L Draw-
off nut
2 2572.06-120CA 6 18 M22x15 16 15 56 120 M252
2 2572.09-120CA 9 18 M22x15 16 17 56 120 M252
2 2572.11-120CA 11 18 M22x15 16 21 56 120 M252
957CA 3 2573.09-150CA 9 241 M27x15 19 17 69 150 M253
3 2573.13-150CA 13 24.1 M27x15 19 25 69 150 M253
4 2574.09-190CA 9 31.6 M36x1.5 27 17 875 190 M254
4 2574.13-190CA 13 31.6 M36x1.5 27 27 875 190 M254
4 2574.19-190CA 19 31.6 M36x1.5 27 53 875 190 M254
Form MK ID.No. D G SW LC L Draw-off
nut
258CA 2  2582.40CA 40 M22x15 36 64 128 M252
3 2583.40CA 40 M27x15 36 65 146 M253
Draw-off nut to DIN 807
ID.No. G LM sw
M252 M 22x1.5 15,5 32
M253 M 27x1.5 17,5 4
M254 M 36x1.5 21 55

Please pay attention to our safety tips for process reliahility

of driving coatings: www.karlbruckner.de/prs

<BRUCKNER

coated surface

Form 250CA
full centre 60°, without draw-off thread
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Form 255CA
full centre 60°, with draw-off thread

Form 257CA
slim centre 60°/30°, with draw-off thread
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Form 258CA
bullnose dead centre 60°, with draw-off thread
1
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Live Spindles and Sleeves Special Designs < BB“GKNH‘@

for hard turning for vertical turning machines with internal taper 1:7.5
for interchangeable inserts

with spring and coloured pressure indication

High Performance Bullnose Live Centres Special Designs

for mounting chucks pointed design

with carbide cap and flange mounting
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High Performance Live Centres Special Designs < BI“I(}I(HEH®

from small to large

with sealing air connection

HSK40 Capto4 ABS50

large centrepoint carbide spherical centre
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Carbide Dead Centres Special Designs 4BB“GKNEH®

flange mounted centres, flat and full

flange mounted carbide centres with full and flat carbide 12° driving ring

carbide ball (spherical) centres steep taper HSK
52 @20 with full carbide with full carbide

open centre bore with morse taper mounting
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<BRUCKNER

Precision and reliability first

Karl Bruckner GmbH
Precision Tool Manufactures

P.0. Box 3146 Phone +49 (0) 7151 9671-0
D-71373 Weinstadt Fax +49 (0) 7151 9671-23
BruckwiesenstraBe 13 info@karlbruckner.de

D-71384 Weinstadt-GroBheppach www.karlbruckner.de

> ...also in our programm

HS Face Drivers SM Face Drivers Work Drivers
with hydraulic compensation with mechanical compensation

SP 0111

Subject to technical modifications © Karl Bruckner GmbH



