ESSENTIAL POINTS AND AREAS

°F "A'lo"Al MA'C“ MI RIFLE ) . THE BARREL SHALL BE tLINE STRAIGHTENED TO MEET THE REQUIREMENTS OF

OPTICAL STRAIGHTNESS GAGE.

REAR SIGHT MARKINGS MUST BE DISTINCT THE BARREL MUZZLE SHALL BE CROWNED CONCENTRIC WITH BORE (60 INCLUDED
ANGLE) TO REMOVE BURRS. STRAIGHTNESS OF THE BARREL SHALL BE SUCH THAT
KNOBS MUST HAVE FREE MOVEMENT, THE BORE CENTERLINE ESTABLISHED BY A SELF.-ALIGNING EXPANSION PLUG (21
INDEPENDENT OF EACH OTHER, INCHES LONG WITH A PILOT DIAMETER OF 2993..0001) THAT FITS AND ALIGNS
DEFINITE CLICKING ACTION, AND POSITIVE ITSELF IN THE BORE AT THE MUZZLE END, THE MAXIMUM ALLOWABLE DEVIATION
RETENT!ON FROM THAT CENTERLINE SHALL NOT EXCEED 0 223" THROUGHOUT THE LENGTH
OF THE BORE. ANY RESULTANT TAPER OF THE BORE SHALL BE WITHIN DIMENSIONAL
ALL WOODEN COMPONENTS SHALL BE SOLID STOCK SHALL HAVE NO OPEN GRAIN WHICH MIGHT ELEVATING KNOB MUST BE ON 100 YD SETTING LIMITS AND BE DIMINISHING FROM BREECH TO MUZZLE
HEARTWOOD WITH THE DIRECTION OF THE SWELL EXCESSIVELY IN HIGH HUMIDITY. WHEN APERTURE IS ELEVATED 8 CLICKS
GRAIN PARALLEL TO THE LONGITUDINAL AXIS FROM LOWEST POSITION
OF STOCK. PROTECTIVE FINISH TUNG (CHINAWOOD) OiL
SIGHT MUST BE FREE OF EXCESS OIL

SCREW, REAR SIGHT SHALL BE TIGHTENED
WITHIN 20 TO 25 INCH LBS

\
A - — _
Y
I
IDENTIFICATION MARK SHALL CONSIST OF THE [ TOP OF FRONT SIGHT BLADE
LETTERS “NM” APPROXIMATELY 1/8 INCH SHALL BE SQUARE WITH SIDE
INSCRIBED ON THE BARREL APPROXIMATELY AND ALL EDGES AND CORNERS
MIDWAY BETWEEN THE FRONT HAND GUARD SHALL BE SHARP TO
PRICK PUNCH THE OPERATING ROD . 005 R
THE APERTURE ASSEMBLY PRODUCES 1/2 MINUTE RECEIVER AFTER ASSEMBLY SHALL FUNCTION AND FRONT SIGHT MAX. FRONT SIGHT SHALL NOT
CHANGE OF ELEVATION BY 180° ROTATION OF THE PROOF FIRING FREELY WITHOUT BINDING OVERHANG THE SIDES OF THE
EYEPIECE. APERTURES WITH .0595 AND .0520 i DURING A SIMULATED FIRING GAS CYLINDER.
DIAMETER PEEP HOLES WILL BE ISSUED PRICK PUNCH BOLT CYCLE WITH THE OPERATING
AFTER PROOF FIRING ROD SPRING REMOVED.
AREA A" HEADSPACE SHALL BE
1.940 TO 1 943 LIGHT
r&gﬁ TT:EE %’::ﬂ:‘fBRYOSFTSI':'GN?H:NA%S'R[;LE?;?F\:/:';OD'EQSSEMBLED FINGER PRESSURE SHALL IN ASSEMBLY, THE GAS CYLINDER LOCK SHALL BE HAND TIGHTENED AGAINST THE
R T n e e 032t UF THE BOLT SHALL BE USED IN CHECKING HEADSPACE SHOULDER ON THE BARREL WITHIN A RANGE OF SLIGHTLY BEYOND THE 6 O'CLOCK
APPROXIMA Y MANUAL ASSISTANCE. NEXT. POINT THE POSITION BUT NOT IN EXCESS OF 60" (8 O'CLOCK) PAST THE 6 O'CLOCK POSITION
OPEN FULLY WITHOUT A u e KIMATELY 60°. THE BOLT SHALL THE GAS CYLINDER LOCK SHALL THEN BE “BACKED OFF” THE MINIMUM DISTANCE
MUZZLE DOWN ON AN ANGLE OF APPROXIMA : L THREADS ON WINDAGE KNOB SHALL MEASURE NECESSARY TO ALIGN WITH THE GAS CYLINDER AT THE 6 O'CLOCK POSITION
CLOSE FULLY WITHOUT ANY MANUAL ASSISTANCE. WITH THE TRIGGER 5/16.64N5.3A. THREADS ON BASE REAR SIGHT
ROD FULLY A . Al MARK SHALL CONSIST OF THE LETTERS "NM” 1/16
THE ROD INWARDS AT AREA “A.” TENSION IN THE ROD MUST TEND TO o oy o ok Bt Sbe o EACP{: D ART THE FRONT HAND GUARD SHALL HAVE NO LONGITUDINAL MOVEMENT
RELOCATE THE ROD IN ITS ORIGINAL POSITION. THE VISIBLE OPENING :
BETWEEN THE RECEIVER AND THE HANDLE OF THE ROD IN THIS HORIZONTAL AFTER PROOF FIRING.
PLANE SHOULD NOT EXCEED .030 AND SHOULD GRADUALLY DECREASE THE HEADSPACE WITH AFTER PROOF FIRING, PRICK PUNCH BARREL WITHIN LOOP OF LETTER “P”
EXPOSED WHEN OPERATING ROD IS IN REARMOST POSITION

BETWEEN THE POINT WHERE PRESSURE IS APPLIED AND THE ROD DISASSEMBLY
SLOT ON THE RECEIVER NEXT, APPLY PRESSURE DOWNWARDS ON THE ROD
TOWARD THE RECEIVER RAIL IN THE SAME LOCATION AS ABOVE. THE TENSION
IN THE ROD MUST RELOCATE THE ROD IN ITS ORIGINAL POSITION. THE
VISIBLE OPENING BETWEEN THE ROD AND THE RAIL IN THIS VERTICAL

PLANE SHALL NOT EXCEED .015 AND SHOULD GRADUALLY

DECREASE BETWEEN THIS POINT WHERE PRESSURE IS

APPLIED AND THE ROD DISASSEMBLY SLOT ON THE

RECEIVER.

COMPONENT BOLT SHALL
BE FROM 1.940 MIN. TO
1.943 MAX.
THE REAR HAND GUARD MAY BE FREE TO MOVE LONGITUDINALLY

. \ ﬂ
i

STOCK FERRULE SHALL
NOT CONTACT LOWER
PORTION OF LOWER BAND.
THERE SHALL BE
APPROXIMATELY 1/64
MIN. CLEARANCE

xd
yya

DEFENSE ACCEPTANCE STAMP (1/2 HIGH)
(LEFT HAND SIDE)

AREA “A”

ALL STOCKS SHALL BE GLASS-
BEDDED AND CUSTOM FITTED TO

RECEIVER AND BARREL ASSEMBLIES

AND TRIGGER HOUSING ASSEMBLIES.

THE STOCK ASSEMBLY AND THE TRIGGER
HOUSING ASSEMBLY SHALL BE IDENTIFIED
WITH LAST FOUR DIGITS OF THE RECEIVER
SERIAL NUMBER. THESE ASSEMBLIES SHALL

NOT BE INTERCHANGED AFTER GLASS BEDDING
PROCESS HAS BEEN COMPLETED.

AFTER PROOF
FIRING SHOW

5016 HIGH LETTER
“p* WITHIN A 1/2
DIAMETER CIRCLE.

.005 MIN. CLEARANCE
BETWEEN HANDGUARD
AND GAS CYLINDER

LOWER BAND SHALL BE
PERMANENTLY ATTACHED
TO THE FRONT HAND
GUARD ASSEMBLY.

GAS CYLINDER SHALL FIT TIGHTLY ON
THE BARREL BEARING DIAMETER AND
THE SPLINES. THERE SHALL BE NO
ROTATIONAL MOVEMENT

CLAMPING OF THE TRIGGER GUARD SHALL HAVE A
DEFINITE RESISTANCE AT A MIN. DISTANCE OF 3/8
OF AN INCH FROM THE FULL LOCK POSITION

THE STOCK SHALL BE FREE FROM CONTACT
WITH THE BARREL.

THERE SHALL BE NO

BINDING OF OPERATING GAS CYLINDER SHALL BE BROUGHT

THE STOCK SHALL HAVE A .005 MINIMUM

THE TRIGGER PULL REQUIRED TO RELEASE THE

HAMMER SHALL BE SMOOTH, FREE FROM “CREEP,” CLEARANCE IN THE AREA BETWEEN REAR OF OWER HOLE FORWARD AGAINST THE LOCK BEFORE
AND WITHIN THE LIMITS OF FOUR AND ONE-HALF RECEIVER BEDDING SURFACE AND RECEIVER g?DLg\:veLa BEND TIGHTENING THE GAS CYLINDER LOCK
RAIL BEDDING SURFACES

1O SIX LBS ASSEMBLY SCREw
FUNCTIONAL SURFACES OF THE HOOKS OF THE THE STOCK SHALL BE FREE OF ANY CONTACT SASR CILNDER SPLINED HOMWE AND
HAMMER AND TRIGGER, AND THE RELATED WITH REAR HAND GUARD. oErA ||NG SHALL MEET REQUIREMENTS
MATING SURFACES OF THE SEAR MAY HAVE THE ALIGNMENT GAGE .

27

PHOSPHATE COATING REMOVED BY POLISHING TO
ASSURE SMOOTH TRIGGER PULL.
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