
TM 5-3431-229-13

D E P A R T M E N T  O F  T H E  A R M Y  T E C H N I C A L  M A N U A L

TECHNICAL MANUAL

OPERATOR, ORGANIZATIONAL, AND DIRECT SUPPORT

MAINTENANCE MANUAL,

INCLUDING REPAIR PARTS AND SPECIAL TOOLS LISTS

WELDING SHOP, TRAILER MOUNTED

LIBBY MODEL UNASSIGNED

FSN 3431-935-7821

HEADQUARTERS, DEPARTMENT OF THE ARMY

10 FEBRUARY 1972



WARNING
Inert-gas, metal-arc welding processes produce intense ultra-violet radiation

which can be harmful to the eyes and skin. Therefore certain precautions

must be observed to protect the operator from injury.

Eye and face protection should be accomplished with a welding helmet

which has a # 10 or # 12 shade welding plate. In addition,

the operator should wear # 2 shade flash goggles beneath the helmet.

Skin must be completely covered.

Leather gloves are recommended for hand protection.

Heavy, dark colored clothing should be worn to prevent the radiation

penetrating to the skin or reflecting onto the neck under the helmet.

Light-weight leather clothing is recommended

because of its durability and resistance to deterioration

from radiation. Cotton clothing will deteriorate rapidly when subjected to

ultra-violet radiation.

Adequate ventilation should be provided to remove fumes

which are produced by this welding process.

American standard Z-49.1 on welding safety covers such

ventilation procedures. Highly toxic gases are formed when

the vapors from halogenated solvents are subjected to ultra-violet radiation.

Therefore, it is recommended that degreasers and other sources

of these vapors should be located

so that the vapors cannot reach the welding operation.
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CHAPTER 1

INTRODUCTION

Section I.

1-1. Scope
This manual is for your use in operating and
maintaining the welding shop, trailer mounted
(Libby Model Unassigned). Chapter 1 provides a
complete description of the welding shop. The
manual is intended for use by the operator,
organizational and direct support maintenance
personnel.

1-2. Maintenance Forms and Records
Maintenance forms and records that you are
required to use are explained in TM 38-750.

1-3. Reporting of Errors
The direct reporting of errors, omissions, and
recommendations for improving this publication by
the individual user is encouraged. Reports should
be submitted on DA Form 2028 (Recommended
Changes to Publications) and forwarded direct to

GENERAL

Commanding General, U. S. Army Mobility
Equipment Command, ATTN: AMSME-MPP,
4300 Goodfellow Boulevard, St. Louis, Mo. 63120.

1-4. Equipment Serviceability Criterial (ESC)
This equipment is not covered by an ESC.

1-5. Destruction of  Army Mater ia l  to
Prevent Enemy Use

Instructions for destruction of material to prevent
enemy use will be in accordance with TM 750-244-
3 (Procedures for Destruction of Equipment to
Prevent Enemy use).

1-6. Administrative Storage
Preparation, care and removal of equipment in
administrative storage will be in accordance with
the applicable requirements of TM 740-90-1
(Administrative Storage of Equipment.)

Section II. DESCRIPTION AND DATA

1-7. Description oxygen and acetylene necessary for oxyacetylene
a. General. The welding shop (fig. 1-1 and 1-2) cutting torches. Tools and other equipment needed

covered by this manual is basically a 300 amp to perform cutting and welding operations are
welding machine mounted on a two-wheel trailer included and are stored in the shop’s tool boxes.
chassis. Included in the shop is an inert gas welding b. Welding Machine. The welding machine is a
gun and control used in welding either ferrous or Libby Model LT0300. For a complete description,
non-ferrous metals. Also included are the bottles refer to TM 5-3431-221-15.
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Figure 1-1. Welding shop, trailer mounted, left front.
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c. Trailer Chassis. The trailer chassis is the
government furnished Model M116A1. For
complete description, refer to TM 9-2330-202-14P.

d. Welding Gun. T h e  W e s t i n g h o u s e  M e t a l
Inert Gas (MIG) welding gun, Type SP-10, is
designed for use on all materials for which there is a
compatible f i l ler  wire.  Steel ,  stainless  steel ,
aluminum, magnesium, bronze, and nickel alloys
are easily welded with this gun. The gun is designed
for use where portability is a strict requirement.

e. Control Monitor. The control  monitor  is
designed to  power the wire drive motor in-
dependent of the arc. This is a true constant voltage
unit. The wire speed directly controls welding
current. The arc voltage is adjusted by means of the
output voltage control on the welding power
sup ply. With this control, the arc voltage or wire
speed can be varied without need to recompensate
the other.

f. Welding Shop Sets, Kits and Outfits Com-
ponents List. All components required in welding
shop, trailer mounted are contained in SC 3431-97-
CL-E03.

1-8. Differences Between Models

This publication provides instructions for the
welding shop, trai ler  mounted,  Libby Model
Unassigned serial number range 001 thru 476.
There are no differences between models.

1-9. Identification and Tabulated Data

a. Identification. The welding shop has three
data plates.

(1) Designation plate. Located on the back of
the right rear tool box. It gives the overall length,
height, width, cubage, weight and tonage.

(2) Instruction plate. Located on the back of
the left rear tool box. It gives welding requirements
for welding shop frame repair.

(3) Identification plate. Located on the back
of the left rear tool box. It gives manufacturer, part
no., serial no., and weight data.

b. Tabulated Data.
(1) Welding shop:

Manufacturer. . . . . . . . . . . . . Libby Welding Co., Inc.
Contract no . . . . . . . . . . .  . . . DSA 400-70-C-4626
FSN. . . . . . . . . . . . . . . . . . . . .  3431-935-7821
Model . . . . . . . . . . . . . . . . . . . . .. Unassigned
Serial no. range  . . . . . . .001 thru 476

(2) Welding Machine: See TM 5-3431-221-
15.

(3) Trailer: See TM 9-2330-202-14P.
( 4 )  MIG Gun :

Manufacturer. . . . . . . . . . . . . . . . . . . .Westinghouse Electric Co.
Model . . . . . . . . . . . . . . . . . . . . . SP-10
Type . . . . . . . . . . . . . . . . . SA100 Series

(5) Control monitor:
Manufacturer . . . . . . . . . Westinghouse Electric CO.
Model . . . . . . . . . . . . . . . . . . . . . CVS-2
Type . . . . . . . . . . . . . . . . . . . . . . SAl00 Series

(6) Dimensions and weight:
Overall length . . . . . . . . . 147 Inches
Overall height . . . . . . . . . . . . . .60 Inches
Overall width. . . . . . . . . . . . . 75.4 Inches
Weight . . . . . . . . . . . . . . . . . . . ..3115 Plus Pounds
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CHAPTER 2

OPERATING INSTRUCTIONS

WARNING troubleshooting procedures in Chapter
If equipment fails to operate refer to 3.

Section I. OPERATING PROCEDURES

2-1. Controls and Instruments
a. General. This  paragraph  descr ibes  the

various controls and instruments and provides the
operator/crew sufficient information to insure
proper operation of the welding shop.

b .  C o n t r o l s  a n d  I n s t r u m e n t s .
(1)  Refer to TM 5-3431-221-15 for the

controls and instruments pertaining to the welding
machine.

(2) The controls and instruments pertaining
to the welding gun and control monitor are
illustrated in figure 2-1.

(3) The controls and instruments pertaining
to the cutting and welding torches, and the oxygen
and acetylene regulators and gauges are illustrated
in figure 2-2.

Figure 2-1. Welding gun and control monitor controls and instruments.
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2-3

2-2. Operation of Equipment
a. General.

(1) The instructions in this paragraph are for
the information and guidance of personnel
responsible for operation of the welding shop.

(2) The operator must know how to perform
every operation of which the welding shop is
capable. This paragraph contains instructions on
starting and stopping the welding shop, on
operation of the welding shop, and on coordinating
the basic motions to perform the specific tasks for
which the equipment is designed. Since nearly
every job presents a different problem, the operator
may have to vary given procedures to fit the in-
dividual job.

b. Starting. Refer to TM 5-3431-221-15 for
starting instructions.

c. Stopping. Refer to TM 5-3431-221-15 for
stopping instructions.

d. Operation of “MIG” Welding Gun (fig. 2-3).
(1) Guide tube position. Loosen the thumb-

screw (1) and adjust the position of the guide tube
until the end of the guide tube is    in. behind the
edge of the nozzle (9). When using 0.030 and 0.047
inch wires, the rear end of the guide tube must be
back against the front guide tube bushing to
prevent the wire from buckling, with the rear end of
an 0.030 or 0.047 inch guide tube (in the SP-10
gun) positioned against the guide bushing, the front
end will be just even or slightly in front of the
nozzle.

Figure 2-3. (Operation of “MIG” welding gun.

(2) Wire threading. Unscrew the knurled
spool cover bolt, and remove the plastic cover. Pull
back the adjustable brake (2) and place the desired
spool of welding wire on the spool shaft so that the
free end of the wire will pay-off from the top of the
spool into the rear guide bushing (3). Loosen the
wire pressure screw (4) and open the swing arm
(5). Thread the free end of the wire into the rear
guide bushing, through the front guide bushing (6)
and into the wire guide tube (7). Close the swing
arm (5) and adjust the pressure screw until there is
just sufficient pressure to prevent the wire from

slipping. Excessive pressure will overload the motor
and cause erratic welding action. Too little pressure
will allow slippage and cause “burn backs”. Switch
the welder on and pull the gun trigger (8). Since
welding power will be on when the trigger is pulled
make sure the electrode does not touch the worn
ground as an arc will result. If the wire has been.
threaded properly and the pressure screw is ad-
justed for the correct pressure, the wire will feed
freely from the guide tube.

(3) Brake adjustment. Loosen the two screws
which hold the brake support. Adjust the position



of the brake support by moving the screw in the
slotted hole until just enough pressure is applied to
the wire spool to prevent the wire from uncoiling.

(4) Welding set-up. The following data is
intended as a starting point in arriving at the proper
adjustment of the system for welding an aluminum
joint. It is important to understand that final
adjustment for a particular joint may vary con-
siderably from this data depending on the weld
position, fit up material thickness, fillet size, etc.

(a) Set the voltage control on the welder to
20 volts.

NOTE
The open circuit voltage is usually about one to
two volts higher per 100 amperes of welding
current than the arc voltage.

(b) Loosen the pressure screw (4)  and
release the swing arm ( 5 ) to move the idler roll out
of position. Taking care not to touch the worn piece
with the wire, squeeze and hold the weld trigger; at
the same time, adjust the gas regulator to give the
required gas flow. As a starting point, adjust the gas
flow to 35 cubic feet/hour. An increase or
decrease may be required after welding conditions
have been established. Reclose the swing arm and
readjust the pressure screw.

(c) Adjust the position of wire so that the
free end protrudes ½ inch to  inch beyond the
end of the nozzle.

(d) Turn the electrode feed speed control to
the maximum setting.

(e) With the electrode near the work, but
not touching, lower the head shield, squeeze the
trigger, and bring the electrode into contact with
the work piece to strike an arc.

(f) Reduce the electrode feed speed control
setting until the stabbing ceases and the
“crackling” sound of the arc just disappears. When
the setting of the electrode feed speed control is
reduced, the weld current is reduced.

(g) TO stop the weld, release the trigger and
draw the welding gun away from the work.

CAUTION
Do not whip the gun away from the

work without first releasing the trigger
to break the arc. Failure to observe this
precaution may result in: (1) Loss of
the gas shield before the weld pool
freezes, causing porosity; (2) Too much
wire will extend from the nozzle at the
end of the weld requiring a clipping
operation before the next weld; (3)
Extremely high transiet voltages can
develop which may damage the motor.
(5) Welding techniques. After the operator

has found the desired current, voltage, and elec-
trode feed speed settings for a particular ap-
plication, it is still necessary to observe some
elementary principles of technique.

(a) Nozzle spacing. In general, the gas
nozzle should be held as close to the work as is
practical. In most cases, a distance of      inch to   
inch is satisfactory.

(b) Gun angle. T’he best cleaning action is
obtained, and excellent porosity-free welds are
made by using a forehand technique. For example,
a horizontal fillet is best made by the welding gun
at an angle of 40° to 50° to the horizontal and
using a forehand angle of 20° to 25° . A right-
handed operator would then weld from right to left
on a horizontal weld.

(c) Cleanness of material. It is essential
that aluminum be absolutely clean when it is
welded. To ensure porosity-free welds, a cleaning
operation should immediately precede the welding
operation. U s e  s o l v e n t  F e d  S p e c  O - T - 6 3 4
(Trichloroethylene, Technical) and then wire brush
area to be welded with stainless steel brush. Final
clean with acetone and let dry.

(d) Wire cleanness. Wire should be clean
and free from oxide, grease, and other foreign
material. Do not try to use wire that is not clean.
Wire which is not in use should be kept in a con-
tainer which will protect it from all forms of
contamination.

e. Welding With Stick Electrode. Refer to TM
5-3431-221-15 for instructions on welding with
stick electrode.

Section Il. OPERATION OF AUXILIARY MATERIAL USED IN
CONJUNCTION WITH THE WELDING SHOP

2-3. Fire Extinguisher the left front tool box, mounted to the under side of
a. Description. The fire extinguisher is the dry the cover.

chemical type charged with enert  gas under b. Operation.
pressure. It is useful for all classes of fires and is (1) Open clamp securing fire extinguisher in
safe to use on electrical fires. The chemical is non- bracket.
toxic to humans and when used on a fire, emits no (2) Remove extinguisher from bracket and lift
toxic by-product. The fire extinguisher is located in bottom lever, breaking the parer seal.
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(3) Aim extinguisher nozzle at base of flames bottom lever, invert extinguisher and press top
and press down the top handle. handle until extinguisher is empty. Unscrew valve

(4)  For general  f ires  or  burning l iquids, assembly and remove from cylinder.
discharge chemical at base of flame with a sweeping (3)  The cyl inder is  non-ref i l lable.  When
motion while advancing.

(5) For electrical fires, turn
possible. Aim stream directly into

c. Maintenance.

cylinder is empty, remove valve head from old
off current if cylinder by unscrewing and screw valve head onto
burning part. new cylinder.

(4) Apply air pressure or nitrogen pressure to
(1) Observe pressure indicator at bottom of valve through opening, holding down on handle, to

shell: if pointer is in open area, extinguisher is remove any powder remaining in valve.
ready for service and needs no further checking. (5) Reseal lever with new paper seal.
This inspection should be made every 30 days, at (6) Attach tag stating data and name of
least. person replacing

(2) If pointer is under the red band, pull

Section Ill. OPERATION UNDER UNUSUAL

extinguisher shell.

CONDITIONS

2-4. General

Extreme cold

2-5. Operation Under Unusual Conditions

and heat, dusty or sandy areas, salt a. Welding Machine. Refer to TM 5-3431-221-
water or high humidity areas and other unusual 15.
conditions require special care and additional b. Trailer Chassis. See TM 9-2330-202-14P.
maintenance to prevent damage to equipment and c.  Trailer  Body and Tools.  N o  s p e c i a l  i n -
to insure unfailing operation. structions are necessary other than keeping tools

and trailer as free from dirt,
foreign matter as possible.

moisture, and other

2-5



CHAPTER 3

OPERATOR/CREW MAINTENANCE INSTRUCTIONS

Section I. LUBRICATION INSTRUCTIONS

3-1. Lubrication Information c. Care of Lubricants. Store all lubricants in

a. Welding Machine. Refer to TM 5-3431-221- covered containers and keep in a protected place.

15 Clean all containers before they are opened to

b. Trailer Chassis. Refer to TM 9-2330-202- prevent entry of dirt. Clean lubricating equipment

14P. before and after use.

Section II. PREVENTIVE MAINTENANCE CHECKS AND SERVICES (PMCS)

3-2. General

To insure that the welding shop is ready for
operation at all times, it  must be inspected
systematically so that defects may be discovered
and corrected before they result in serious damage
or failure. The necessary preventive maintenance
checks and services to be performed are listed as
described in paragraph 3-3. The item numbers
indicate the sequence of  minimum inspection
requirements. Defects discovered during operation
of the unit will be noted for future correction, to be
made as soon as operation has ceased. Stop
operation immediately if a deficiency is noted
during o p e r a t i o n  w h i c h  w o u l d  d a m a g e  t h e
equipment if operation were continued. All

deficiencies and shortcomings will be recorded
together with the corrective action taken on DA
Form 2404 at the earliest possible opportunity,

3-3.  Preventive Maintenance Checks and
Services

a. Refer to TM 5-3431-221-15 for preventive
maintenance checks and services to the welding
machine.

b. Refer to TM 9-2330-202-14 for preventive
maintenance checks and services to the trailer

1chassis.
c. Refer to table 3-1 for preventive maintenance

checks and services to other than the trailer chassis
and the welding machine.

Section III. TROUBLESHOOTING

3-4. General

a. This section contains troubleshooting in-
formation for locating and correcting most of the
operating troubles which may develop in the
welding shop. Each malfunction for an individual
component, unit, or system is followed by a list of
tests or inspections which will help you to deter-
mine probable causes and corrective actions to

take. You should perform the tests / inspections
and corrective actions in the order listed. Refer to
table 3-2 for troubleshooting.

b. This manual cannot list all malfunctions that
may occur, nor al l  tests  or  inspections and
corrective actions. If a malfunction is not listed or is
not corrected by listed corrective actions, notify
your supervisor.
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Table 3-1. Preventive Maintenance Checks and Services

See paragraph 2-2d

See paragraph 3-8
See paragraph 3-8
See paragraph 3-8
See paragraph 3-5

See paragraph 3-5
See paragraph 3-5

See paragraph 3-5

See paragraph 3-5

See paragraph 3-5

See paragraph 3-5
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c. Refer to T M 5-3431-221-15 for NOTE
troubleshooting that concerns the welding machine. Before you use this table, be sure you have

d. Refer  to T M  9 - 2 3 3 0 - 2 0 2 - 1 4 P for performed all applicable operating checks.

troubleshooting that concerns the trailer chassis.

Section IV. MAINTENANCE OF WELDING GUN AND CONTROL MONITOR

3-5. Welding Gun and Control Monitor
a. General. Maintenance at this level is

restricted in that virtually no disassembly is at-
tempted. Primarily the maintenance will consist
only on inspecting, servicing, and adjusting the
equipment.

b. Adjustment for Welding Gun.
(1) Wire brake. Refer to paragraph 2-2 d (3)

of this manual.
(2) Rheostat. Turn the rheostat knob clock-

wise to reduce speed.
(3) Guide tube. Refer to paragraph 2-2 d (1)

of this manual.

c. Maintenance of Welding Gun and Control
Monitor.

(1) As the gun is used, a small amount of
spatter will collect on the end of the guide tube and
on the nozzle. This spatter can be removed easily
with a knife or some other similar implement.
Periodically, remove the nozzle by pulling it from
the nozzle holder and inspect the nozzle and gun
barrel for spatter which may have collected inside.
Excessive spatter can cause a short between the
nozzle and the guide tube. Such a short will create
an arc between the nozzle and the work piece if
accidental contact is made.

Table 3-2. Troubleshooting

MALFUNCTION
TEST OR INSPECTION

CORRECTIVE ACTION

WELDING GUN

1. WELDING GUN WILL NOT WELD.
Step 1. Check to see if the control monitor power switch is in “OFF” position.

If prover switch is in “OFF” position, turn it to “ON” position (para 2-1 b ).
Step 2. Check connector at control monitor to see if it is making contact.

Disconnect receptacle and inspect for corrosion.
Clean contacts as necessary and connect it back up,
making certain the receptacle is tight.

Step 3. Check connector at weIding machine to see if it is making contact.
Perform same corrective action given in step 2 above.

Step 4. Check to see if argon valve is off.
Turn valve on and adjust to desired pressure (para 2-1 b (2)).

Step 5. Check to see if argon bottle is empty.
Replace bottle if necessary (para 3-8).

Step 6. Check to see if wire is feeding, if not it is probably kinked.
Open swing arm and manually feed the bent wire through the tube
until straight wire is properly aligned with drive wheel.

2. CUTTING TORCH WILL NOT OPERATE PROPERLY.
Step 1. Check to see if cutting tip is clogged.

Remove tip and clean obstruction from it (para 3-8).
Step 2. Check to see if oxygen or acetyline is off or not set properly.

Turn valves on and/or reset to proper pressure for the job at hand (para 2-1 b (3 )).

(2) If the guide tube becomes bent, replace it the wire about 1/16 inch from the rear of the
with a new guide tube. If a burn-back occurs, do guide tube. Hold the guide tube perpendicular to a
not inch the wire. “Attempts to inch the wire under hard, flat surface, and strike the end of the wire
these circumstances will blow the fuse in the control against the flat surface. If this does not free the
circuit. When a burn-back occurs, loosen the wire, cut or grind off the melted portion of the guide
thumbscrew which secures the guide tube, and inch tube and remove the wire. The burr caused by
both the wire and the guide tube out of the gun. Cut cutting should be removed from the guide tube hole
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with a small drill. Failure to remove the burr can
result in another burn-back. Reinstall the guide
tube in the gun, ensuring that the end of the guide
tube is the correct distance from the nozzle. The
1/16 to 0.035 inch tubes may be trimmed with a
maximum of    inch, and the 0.020 to 0.030 inch
tubes may be trimmed a maximum of   inch
before discarding.

(3) The gas holes in the gun barrel may
become clogged with a residue of white powder

which will obstruct the flow of gas. The gun should
be dismantled every 100 hours, and the gas holes
blown out with high pressure air.

(4) The fuses in the control monitor need not
be inspected except in the event of a failure of
equipment. At this time, check the fuses and if
burned out, replace. If when operation continues,
fuses continue to burn out, refer the trouble to
organizational maintenance.

Section V. MAINTENANCE OF WELDING MACHINE AND
TRAILER CHASSIS

3-6. Welding Machine 3-7. Trailer Chassis

Refer to TM 5-3431-221-15 for instructions on Refer to TM 9-2330-202-14P for instructions on
operators maintenance. operators maintenance.

Section VI. MAINTENANCE OF TOOLS, OXYGEN AND GAS BOTTLES,

AND ACCESSORIES

3-8 .  Oxygen, Acetylene, and Argon 3-9. Tools and Accessories
Bottles To maintain maximum efficiency, it is necessary to

Check the bottles weekly for proper fill. Replace keep all welding tools, as well as other tools, as
empty bottles. When use of these bottles is ab- clean as is possible. Use Fed Spec P-D-680 (Dry
normal, the checks on the bottles should be made Cleaning Solvent) or other equivalent solvents to
more frequently. keep all non-electrical tools clean.
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CHAPTER 4

ORGANIZATIONAL MAINTENANCE INSTRUCTIONS

Section I .  SERVICE UPON RECEIPT OF MATERIAL

4-1. Inspecting and Servicing the
Equipment

a. Make a complete visual inspection of the
entire welding shop to see that all items that are
listed in Appendix C (Basic Issue Items List) have. .
been shipped

b. Make a
damaged or
damaged or
maintenance.

with the unit.
complete visual inspection for parts
last during shipment. Report all
missing parts to organizational

Section II. MOVEMENT

4-3. Dismantling for Movement
a. The welding shop is a mobile vehicle and may

be towed to the new work site.
b. Connect the welding shop to the prime mover.
c. Retract the landing leg and secure it in the

“UP” position (TM 9-2330-202-14P).
d. Connect the intervehicular wiring to the

prime mover (TM 9-2330-202-14P).
e. Make sure all the tools have been discon-

nected from the welding machine and pressurized
bottles and stored in the proper tool boxes.

c. Perform the preventive maintenance checks
and services given in the table 3-1 and table 3-2.

4-2. Installation
The welding shop is shipped completely assembled
with the tools stored in the tool boxes. Although the
welding shop is not ready for operation, no in-
stallation instructions are necessary until the actual
operation of the unit is begun.

TO A NEW WORK SITE

f. Release the trailer parking brakes (TM 9-
2330-202-14P).

4-4. Reinstallation After Movement
a. Make sure the welding shop is parked on a

level surface.
b. Set the park brakes on the trailer (TM 9-

2330-202-14P).
c. Disconnect the intervehicular wiring (TM 9-

2330-202-14P).
d. Lower the landing leg (TM 9-2330-202-14P).
e. Disconnect the welding shop from the prime

m o v e r .

Section III. REPAIR PARTS, SPECIAL TOOLS AND EQUIPMENT

4-5. ToolS and Equipment
Tools, equipment, and repair parts issued with or
authorized for the welding shop are listed in ap-
pendix C.

4.6. Special Tools and Equipment
No special tools or equipment are authorized or
issued with the welding shop.

4-7. Maintenance Repair Parts
a. R e f e r  t o T M  5 - 3 4 3 1 - 2 2 1 - 2 5 P  f o r

organizational maintenance, repair parts for the
welding machine.

b. Refer to TM 9-2330-202-14P which includes
organizational maintenance repair parts for the
trailer chassis.

c. Refer to Appendix C of this manual for
organizational maintenance repair parts for the
welding shop, trailer mounted.
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Section IV. PREVENTIVE MAINTENANCE CHECKS AND SERVICES

4-8. General

To insure that the welding shop is ready for
operation at all times, it  must be inspected
systematically so that defects may be discovered
and corrected before they result in serious damage
or failure. The necessary preventive maintenance
checks and services to be performed are listed as
described in paragraph 4-9. The item numbers
indicate the sequence of minimum inspection
requirements. Defects discovered during operation
of the unit will be noted for future correction, to be
made as soon as operation has ceased.  Stop
operation immediately if a deficiency is noted
during operation which w o u l d  d a m a g e  t h e
equipment if operation were continued. All

deficiencies and shortcomings will be recorded
together with the corrective action taken on DA
Form 2404 at the earliest possible opportunity.

4-9.  Preventive Maintenance Checks and
Services

a. Refer to TM 5-3431-221-15 for preventive
maintenance checks and services to the welding
machine.

b. Refer to TM 9-2330-202-14P for preventive
maintenance checks and services to the trailer
chassis.

c. Refer to table 4-1 for preventive maintenance
checks and services to other than the trailer chassis
and the welding machine.

Section V. TROUBLESHOOTING

4-10. General
a. This section contains troubleshooting in-

formation for locating and correcting most of the
operating troubles which may develop in the
welding shop. Each malfunction for an individual
component, unit, or system is followed by a list of
tests or inspections which will help you to deter-
mine probable cause and corrective actions to take.
You should perform the tests / inspections and
corrective actions in the order listed.

b. This manual cannot list all malfunctions that

may occur, nor all tests or inspections and
corrective actions. If a malfunction is not listed or is
not corrected by listed corrective actions, notify
your supervisor.

c. Refer to TM 5-3431-221-15 for
troubleshooting that concerns the welding machine.

d. Refer  to T M  9 - 2 3 3 0 - 2 0 2 - 1 4 P  f o r
troubleshooting that concerns the trailer chassis.

NOTE
Before you use this table, be sure you have
performed all applicable operating checks.

Table 4-1. Preventive Maintenance Checks and Services

See paragraph 4-18
See paragraph 4-18

See paragraph 4-18

See paragraph 4-19
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Table 4-2. Troubleshooting

MALFUNCTION
TEST OR INSPECTION

CORRECTIVE ACTION —

WELDING GUN

1.  WELDING GUN WILL NOT FEED WIRE
Step 1. Check to see if motor is burned out.

If motor is burned out, refer to direct support maintenance.
Step 2. Check to see if inching switch is inoperative.

If inching switch is inoperative, refer to direct support maintenance.
Step 3. Check to see if wiring is faulty.

If wiring is faulty, refer to direct support maintenance.
Step 4. Check to see if swing arm assembly is inoperative.

If swing arm assembly is inoperative, check tension spring
and if broken, replace. Check drive roll
for ease of rotation (para. 4-18).

2 .  WELDING GUN SPATTERS;  ERRATIC WELDS
Step 1. Check to see if gas jets in barrel are clogged.

If gas jets are clogged, remove barrel and clean jets thoroughly
(para 4-18).

Step 2. Check to see if nozzle is damaged.
If nozzle is damaged, replace (para 4-18).

3 .  WELDING GUN WILL NOT OPERATE.
Step 1. Check to see if control monitor circuit is damaged.

Check capacitors, resistor, and wiring for proper operation (para 4-19).
Step 2. Check to see if the power and/or range switches in the control

monitor are damaged or inoperative.
Replace switches as necessary (para 4-19).

Step 3. Check to see if there is a broken wire in the handle assembly of the welding gun.
If there are any broken wires in the handle, refer to direct support maintenance.

Section V I. RADIO INTERFERENCE SUPPRESSION

4 -11 .  General  Methods  Used  to  Obtain
Proper Suppression

Essentially, suppression is attained by providing a
low resistance path to ground for stray currents.
The methods used include shielding the ignition
and high-frequency wires, grounding the frame
with bonding straps, and using capacitors and
resistors.

4-12. Interference Suppression Components

a. Pr imary  Suppress i on  Components .  The
primary suppression components are those whose
primary function is to suppress radio interference.
These components are described and located in TM
5-3431-221-15.

b. Secondary Suppression Components. These

components have radio interference suppression
functions which are incidental or secondary to their
primary function.

4 -13 .  Replacement  o f  Suppress ion  Com-
ponents

Refer to TM 5-3431-221-15 and replace defective
radio interference suppression components.

4 - 1 4 .  T e s t i n g  o f Radio Interference
Suppression Components

If test equipment is not available and interference is
indicated, isolate the cause of interference by the
trial and error method of replacing components in
turn until the cause of interference is located and
eliminated.

Section VIl. MAINTENANCE OF BODY AND HULL COMPONENTS

4-15. Tool Boxes

a. Removal.
(1) Remove the padlocks (1,
(2) Remove all the tools from

(3) Remove the twenty-six nuts (2, 7 and 12),
flatwashers (4, 9 and 14) and capscrews (4, 9 and

fig.  4- l ) . 14). Remove the tool box floors (5, 10 and 15) and

the tool boxes. remove the tool boxes (6, 11 and 16).
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Figure 4-1. Tool Boxes, reflectors, removal and installation.
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figure 4-1.

b .  Cleaning and Inspect ion.
(1) Clean all metal parts and hardware using

cleaning solvent (Fed Spec P-D-860).
(2)  Inspect  the  hardware for  s tr ipped or

crossed threads.
(3) Inspect the tool boxes and floors for dents,

cracks, rust, or other damage.
c .  R e p a i r  a n d  r e p l a c e m e n t .

(1) Replace any damaged hardware.
(2)  Straighten any smal ler  dents  using a

hammer.
(3) Torque dents, that may render the tool

box lid inoperative’ or retard the proper storage of
tools in the box, will constitute the replacement of
the tool box.

(4) Weld any cracks in the metal and file or
sand down any rough edges at the rim of the boxes.

d. Reinstallation. Position the boxes and floors
on the body and secure us ing  the  hardware
removed in paragraph a. above.

4 - 1 6 .  R e f l e c t o r s

a. Removal. Remove the two nuts (17 and 20,
fig. 4-1) and capscrews (18 and 21) which hold
each of the four amber reflectors (19) and each of
the four reel reflecors (22).

b .  C l e a n i n g , I n s p e c t i o n , R e p a i r , a n d
R e p l a c e m e n t .

(1) Clean all parts using cleaning solvent (Fed
Spec P - D - 6 8 0 ) .

(2) Inspect hardware for stripped or otherwise
damaged threads and replace as necessary.

( 3 )  R e p l a c e  b r o k e n ,  b e n t  o r  o t h e r w i s e
damaged reflectors..

c. Reinstallation. Refer  to  paragraph a  above
and reinstall reflectors in reverse order.

4-17.  Trailer  Body

a. General. The trailer body will not be removed
by organizational maintenance. However, repairs
will be made on the body while installed.

b. Repair. Straighten all smaller dents with a
hammer. Any larger dents may require heating and
straightening by using lever action where possible.
If damage is in the form of metal breakage it will be
welded, If the body is damaged to an extent beyond
these repairs, refer it to direct support maintenance
for repairs.

4-18. Welding Gun

a .  D i s a s s e m b l y .  R e f e r  t o  f i g u r e  4 - 2  a n d
disassemble in sequence indicated by callouts.
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Figure 4-2. Welding gun, disassembly and reassembly.
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Key to figure 4-2:

1 Welding set
2 Welding gun
3 Reel cover bolt
4 Preformed packing
5 Reel cover
6 Machine screw
7 Reel shaft
8 Flatwasher
9 Thread cutting tapping screw

10 Lockwasher
11 Flatwasher
12 Brake support
13 Brake
14 Rheostat knob
15 Machine screw
16 Potentiometer shield
17 Dual potentiometer assembly
18 Current cable assembly
19 Gas hose assembly
20 Boot
21 Rubber bushing
22 Shield assembly
23 Guide tube lock screw

25 Gas nozzle
26 Adaptor
27 Insulating washer
28 Insulating washer
29 Machine screw
30 Gun barrel housing
31 Gun barrel insulation
32 Insulation
33 Gun barrel assembly
34 Insulating washer
35 Front guide bushing
36 Setscrew
37 Retaining ring
38 Rear guide bushing
39 Fitting
40 Pin
41 Pipe plug
42 Spring
43 Ball bearing
44 Preformed packing
45 Machine screw”
40 Setscrew
47 Machine screw
48 Nylon screw
49 lnsulation washer

50 Insulated idler roll
51 Preformed packing
52 Bearing arm bolt
53 Spring
54 Bearing arm
53 Bracket and fitting assembly
56 Fitting assembly
57 Machine screw
58 Machine screw
59 Machine screw
60 Trigger assembly
61 Setscrew
62 Spring
63 Power supply cable assembly
64 Inching switch
65 Disconnect knife
66 Trigger switch
67 Flat spring
68 Handle assembly
69 Plain hexagon nut
70 Lockwasher
71 Flatwasher
72 Drive roll

73 Electric motor
74 Capacitor

24 Wire guide tube

NOTE
If any of the items in the welding gun handle (60-
74, fig. 4-2) appear to be broken, burned out or
otherwise damaged, refer to direct support
maintenance.

b. Cleaning and Inspection.
( 1 ) Clean all non-electrical welding gun parts

with dry cleaning solvent (Fed Spec P-D-680).
(2) Blow out all jets and air passages using

compressed air.
(3) Clean any weld spatters off the nozzle and

guide tube using a knife or similar implement.
(4) Inspect all hardware for stripped or

damaged threads.
(5) Check guide bushings and guide tube for

evidence of wear, breaks, bends, or other damage.
(6) Check all welding gun parts for evidence

of wear, cracking, rusting or other damages.
c. Repair and Replacentent.

(1) Replace any parts that are broken, split,
or are worn down in such a way that it would
impede proper operation.

(2) Replace any damaged hardware.
d. Reassembly. The welding gun may be

reassembled by referring to figure 4-2 and reversing
the sequence of disassembly.

4-19. Control Monitor
a. Disassembly. Refer to figure 4-3 and

disassemble the control monitor.
b. Cleaning and Inspection.

(1) Clean all non-electrical parts with dry
cleaning solvent (Fed Spec P-D-680).

(2) Inspect all parts for physical damage such
as cracks, corrosion, rust or other damage.

(3) If a component is suspected to be faulty,
such as resistors, rectifiers, etc., refer these
problems to direct support maintenance.

(4) Inspect hardware for stripped or damaged
threads.

(5) Inspect plates and covers for rusting,
dents or other damage.

c. Repair and Replacement.
(1) Replace parts that have been physically

damaged.
(2) Replace damaged hardware.
(3) Replace inoperative or faulty electrical

components.
(4) Replace plates, covers, and other such

parts that cannot be repaired by straightening,
cleaning or other simple means of repair.
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Figure 4-3. Control monitor, disassembly and reassembly.
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Key to fig. 4-3:

d .  R e a s s e m b l y .  R e f e r  t o  f i g u r e  4 - 3  a n d reassemble the control monitor by reversing the
order of disassembly.
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CHAPTER 5

DIRECT SUPPORT MAINTENANCE INSTRUCTIONS

Section I. REPAIR PARTS, SPECIAL TOOLS AND EQUIPMENT

5-1. Special Tools and Equipment 5-3.  Special Designed (Fabricated) Tools

No special tools or equipment are needed for the and Equipment

welding shop. No specially designed tools and equipment are

5-2.  Direct Support Maintenance Repair needed by maintenance personnel.

Parts

Direct support maintenance repair parts are listed
and illustrated in Appendix C of this manual.

Section II. TROUBLESHOOTING

5-4. General

a. This section contains troubleshooting in-
form at ion for locating and correcting most of the
operating troubles which may develop in the
welding shop. Each malfunction for an individual
component, unit, or system is followed by a list of
tests on inspections which will help you to deter-
mine probable causes and corrective actions to
take. You should perform the tests / inspections
and corrective actions in the order listed. Refer to
table 5-1 for troubleshooting.

b. This manual cannot list all malfunctions that

may occur , nor al l  tests  or  inspections and
corrective actions. If a malfunction is not listed or is
not corrected by listed corrective actions, notify
your supervisor.

c. Refer to TM 5 - 3 4 3 1 - 2 2 1 - 1 5 f o r
troubleshooting that concerns the welding machine.

d .  R e f e r  t o T M  9 - 2 3 3 0 - 2 0 2 - 1 4 P  f o r
troubleshooting that concerns the trailer chassis.

NOTE
Before you use this table, be sure you have
performed all applicable operating checks.

Section Ill. GENERAL MAINTENANCE

5-5. General

This section contains maintenance instructions for
maintenance to be performed at direct support level
as allocated by the Maintenance Allocation Chart.
Refer to appendix B.

5-6. Forms and Records

Refer to paragraph 1-2.

5-7. Description

For a complete description of the welding shop,
refer to paragraph 1-7.

5-8. Tabulated Data

a. Refer to paragraph 1-9 for tabulated data.
b. See figure 5-1 for control monitor wiring,

diagram.
c. See figure 5-2 for welding gun wiring diagram.

5-1



Table 5-1. Troubleshooting

MALFUNCTIO!N
TEST  OR INSPECTION

CORRECTIVE ACTION

WELDING GUN

1. WELDING GUN WILL NOT FEED WIRE.
Step 1.

Step 2.

Step 3.

Check to see if motor is burned out.
Replace motor if burned out

Check to see if inching switch is inoperative.
Replace inching switch if necessary.

Check to see if wiring in handle is faulty.
Repair or replace wiring as necessary.

2. WELDING GUN WILL NOT OPERATE.
Step 1. Check for faulty components in control monitor.

Replace faulty components as necessary.
Step 2. Check for faulty components in welding gun handle.

Replace faulty components as necessary.
Step 3. Welding machine will not function properly.

Repair welding machine per TM 5-3431-221-15.
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Figure 5-2. Welding gun wiring diagram

5-9. Welding Machine

Refer to  TM 5-3431-221-15 for  maintenance
instructions to be used at direct support level on the
welding machine.

5-10. Trailer Chassis
Refer to TM 9-2330-202-14P for maintenance
instructions to be used at direct support level on the
trailer chassis.

5-11. Welding Gun

Refer to paragraph 6-4 of this
tenance instructions to be used
level on the welding gun.

5-12. Control Monitor

Refer to paragraph 6-5 of this

manual for main-
at direct support

manual for main-
tenance instructions to be used at direct support
level on the

Section IV. REMOVAL AND INSTALLATION OF MAJOR COMPENENTS

control monitor.

5-13. Welding Machine 1000 pounds and raise the welding machine (11)
WARNING

Do not attempt to raise the welding
machine off the trailer using a lifting
device with a lifting capacity of less
than 1000 pounds. Do not allow the
welding machine  to  swing  whi le
suspended. Do not stand under the
welding machine while suspended.
Failure to observe this warning can
result in serious injury or death to
personnel.

a. Removal. Remove the four bolts (8, fig. 5-3),
lockwashers (9) and flatwashers (10). Attach a
lifting device with a lifting capacity of not less than

off the trailer body.
b. Installation. Lower the welding machine (11)

onto the trailer body and align it with the mounting
holes. Secure the welding machine using the four
bolts (8), lockwashers (9) and flatwashers (10).

5-14. Trailer Body

a. Removal.
(1) Remove the tool boxes (para 4-15).
(2) Release the load binders (32 and 41, fig.

5-3) and remove the acetylene bottle (44), oxygen
bottle (45), and argon bottle (46). Remove the vise
(47).

(3) Remove the welding machine (para 5-13).

5-4



(4) Remove the two nuts and bolts (12) that
hold each taillight to the body and trailer. Remove
the two taillights and spacers (13). Remove the two
nuts and bolts which bold each of the two hand-
brake clamps and remove the spacers (14). Remove
the two nuts and bolts which hold each of the two
handbrake levers and remove the two spacers (15).
Remove the four nuts (6) and two U-bolts (7) and
remove the ground rod.

(5) Remove the fourteen nuts (24) and bolts
(25) along the side of the body. Remove the two
nuts (16) and capscrews (17)
body. Remove the twelve nuts
(19) attaching the body to the

at the front of the
(18) and capscrews
trailer cross beams.

Remove the four nuts (20) and capscrews (21)
from the brackets  near the shock absorbers.
Remove the six nuts (22) and capscrews (23)
attaching the body to the trailer rear cross beam.
Attach a lifting device to the body (26) and raise it
off the trailer.

b. Reinstallation. Refer to paragraph a. above
and reinstall by reversing removal instructions.

5-15.  Trailer Chassis, Removal and
Installation

The trailer chassis (43, fig. 5-3 ) is the bottom-most
part, removal and installation is accomplished by
the removal and installation of the trailer body. See
paragraph 5-14 for these instructions.
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Figure 5-3. Welding trailer body, removal and installation.
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CHAPTER 6

REPAIR INSTRUCTIONS

6-1. General
This chapter provides instructions for the repair of
the welding shop. It includes the repair of those
items that are the responsibility of direct support
maintenance as allocated by the Maintenance
Allocation Chart.

6-2. Trailer Chassis
Refer to TM 9-2330-202-14 for trailer repair
instructions.

6-3. Welding Machine
Refer to TM 5-3431-221-15 for welding machine
repair instructions.

6-4. Welding Gun
a. Disassembly. Refer to paragraph 4-18 of this

manual and disassemble the welding gun.
b. Overhaul.

(1) Refer to paragraph 4-18 for repair ac-
complished by the replacement of parts. Items 60
through 74 of figure 4-2 are the responsibility of
direct support maintenance.

(2) The welding gun handle, which consists of
the motor inching switch, capacitor, rheostat, and
control cable, contains the electrical system as far
as the gun is concerned. Repairs shall consist of the
replacement of damaged or inoperative parts.

Broken wiring shall be repaired by splicing the
cable back to obtain suitable wiring. Check the
capacitor for leakage and replace as necessary.

(3) Refer to figure 5-2 for the wiring diagram.
Use this as a guide in repairing the unit.

c. Reassembly. Refer to paragraph 4-18 and
reassemble the welding gun.

6-5. Control Monitor
a. Disassembly. Refer to paragraph 4-19 and

disassemble the control monitor.
b. Overhaul.

(1) The control monitor may be completely
overhauled by organizational maintenance in as
much as the replacement of parts is concerned. It is
the responsibility of direct support maintenance to
test the unit to make sure that it is performing its
normal duties.

(2) The control monitor requires little or no
maintenance, other than changing fuses oc-
casionally. The consistent failure of the control
monitor to function properly will warrant overhaul.
A check of the capacitor, resistors, and rectifier
should first be made. Refer to the wiring diagram
(fig. 5-1) for proper wiring and values of com-
ponents.

c. Reassembly. Refer to paragraph 4-19 and
reassemble the control monitor.
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APPENDIX A

REFERENCES

A-1. Fire Protection

TB 5-4200-200-10

A-2.  Lubrication

C9100-1L

LO 5-2805-259-12

A-3. Painting

TM 9-213

A-4.  Radio Suppression

TM 11-483

A-5. Maintenance

TM 9-1870-1
TM 38-750
TM 5-3431-221-15

TM 5-2805-259-14

TM 9-2330-202-14P

TM 5-2805-259-24P

TM 5-3431-221-25P

SC 3431-97-CL-E03

TM 9-6140-200-15

T M  5 - 7 6 4

A-6. Shipment and Storage

TB 740-97-2

TM 740-90-1

A-7. Destruction to Prevent Enemy Use

TM 750-244-3

Hand Portable Fire Extinguisher Approved for
Army Users

Identification List for Fuels, Lubrication, Oils and
Waxes

Department of the Army, Lubrication Order

Painting Instructions for Field Use

Radio Interference Suppression

Care and Maintenance of Pneumatic Tires
The Army Maintenance Management Systems
D e p a r t m e n t  o f the A r m y , Operator,

Organizational, Direct and General Support, and
Depot Maintenance Manual ,  for  Welding
Machine

D e p a r t m e n t  o f the A r m y , Operator
Organizational, Direct and General Support
Maintenance Manual, for Engine, Gasoline

Department of the Army, Operator, Organizational
and Field Maintenance Instructions, Repair
Parts and Special Tools Lists, for Chassis, Trailer

Department of the Army, Organizational, Direct
and General Support Maintenance Repair Parts
and Special Tools Lists, for Engine, Gasoline

Department of the Army, Organizational, Direct
and General Support and Depot Maintenance
Repair  Parts  and Special  Tools  Lists ,  for
Welding Machine

Sets,  Kits  and Outfits  Components List ,  for
Welding Shop, Trailer Mounted

Operation and Organizational, Field, and Depot
Maintenance: Storage Batteries, Lead Acid Type

Electric Motor and Generator Repair

Preservation of USAMEC Mechanical Equipment
for Shipment and Storage

Administrative Storage of Equipment

Procedures for  Destruction of  Equipment to
Prevent Enemy Use
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APPENDIX B

MAINTENANCE ALLOCATION CHART

Section I. INTRODUCTION

B-1. General

a. This section provides a general explanation of
all maintenance and repair functions authorized at
various maintenance levels.

b. Section II designates overall responsibility for
the performance of maintenance functions on the
i d e n t i f i e d  e n d  i t e m  o r  c o m p o n e n t .  T h e  i m -
plementation of the maintenance functions upon
the end item or component will be consistent with
the assigned maintenance functions.

c. Section III lists the special tools and test
equipment required for each maintenance function
as referenced from Section II.

d. Section IV contains supplemental instructions
or explanatory notes required for a particular
maintenance function.

B-2. Explanation of Columns in Section II

a. Group Number, Column (1). The assembly
group number is a numerical group assigned to
each assembly. The assembly groups are listed on
the MAC in disassembly sequence beginning with
the  f i r s t  a s sembly  r emoved  in  a  t op  down
disassembly sequence.

b. Assembly Group, Column (2). This column
contains a brief description of the components of
each assembly group.

c. Maintenance Functions, Column (3). T h i s
column lists the maintenance functions (A through
K). The upper case letter placed in the appropriate
column indicates the lowest maintenance level
authorized to perform these functions. The symbol
designations for the various maintenance levels are
as follows:

C-Operator or crew
O-Organizational maintenance
F-Direct support maintenance

The maintenance functions are defined as follows:

A-Inspect. To determine serviceability of an item
by comparing its physical, mechanical, and
electrical  characterist ics  with establ ished
standards.

B-Test. To verify serviceability and to detect
electrical or mechanical failure by use of test
equipment.

C-Service. To clean, to preserve, to charge, and to
add fuel, lubricants, cooling agents, and air. (If
it is desired that elements, such as painting and

lubricating, be defined separately, they may be
so listed.)

D-Adjust. To rectify to the extent necessary to
bring into proper operating range.

E-Align. To adjust specified variable elements of
an item to bring to optimum performance.

F-Calibrate. To determine the corrections to be
made in the readings of instruments or test
equipment used in precise  measurement.
Consists of the comparison of two instruments,
one of which is a certified standard of known
accuracy, to detect and adjust any discrepancy
in the accuracy of  the instrument being
compared with the certified standard.

G-Install. To set up for use in an operational
environment such as an emplacement, site, or
vehicle.

H-Replace. To replace unserviceable items with
serviceable like items.

I - R e p a i r . T h o s e  m a i n t e n a n c e  o p e r a t i o n s
necessary to restore an item to serviceable
condition through correction of material
damage or a specific failure. Repair may be
accomplished at each level of maintenance.

J-Overhaul .  Normally ,  the highest  degree of
maintenance performed by the Army in order
to minimize time work is in process consistent
with quality and economy of operation. It
consists of that maintenance necessary to
restore an item to completely serviceable
condition as  pres c r ibed  by  ma intenance
standards in technical publications for each
item of equipment. Overhaul normally does not
return an item to like new, zero mileage, or zero
hour condition.

K - R e b u i l d . The highest  degree of  materiel
maintenance. It consists of restoring equipment
as nearly as possible to new condition in ac-
cordance with original manufacturing stand-
ards. R e b u i l d  i s  p e r f o r m e d  o n l y  w h e n
required by operational considerations or other
paramount factors and then onIy at the depot
maintenance level. Rebuild reduces to zero the
hours or miles the equipment, or component
thereof, has been in use.

d. Tools and Equipment, Column
column is provided for referencing by

(4). This
code  the
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special tools and test equipment (sec. III), required
to perform the maintenance functions (sec. II).

e .  Remarks ,  Co lumn (5 ) .  T h i s  c o l u m n  i s
provided for referencing by code the remarks (sec.
IV) pertinent to the maintenance functions.

B-3. Explanation of Columns in Section III

a. Reference Code. This column consists of a
number and a letter separated by a dash. The
number references the T & TE requirements listed
in section II. The letter represents the specific
maintenance function the item is to be used with in
columns A through K of section II.

b. Maintenance Level. This column shows the
lowest level of maintenance authorized to use the
special tool or test equipment.

c. Nomenclature. This column lists the name or
identification of the tool or test equipment,

d .  T o o l  N u m b e r .  T h i s  c o l u m n  l i s t s  t h e
manufacturer’s code and part number, or Federal
stock number of tool or test equipment.

B-4 . E x p l a n a t i o n  o f C o l u m n s  i n
Section IV

a. Reference Code. This column consists of two
letters separated by a dash (entered from col. (5) of
sec. II). The first letter references alpha sequence
in column (5) and the second letter references a
maintenance function, column (3), A through K.

b. Remarks. This column l ists  information
pertinent to the maintenance function to be per-
formed (as indicated in sec. II).
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APPENDIX C

OR AUTHORIZED LIST AND ORGANIZATIONAL AND

DIRECT SUPPORT MAINTENANCE

REPAIR PARTS AND SPECIAL TOOLS LIST

Section I. INTRODUCTION

C-l. Scope
a. This appendix lists basic issue items, items

troop installed or authorized, repair parts, and
special tools required by the crew / operator for
operation and required for the performance of
organizational, and direct support maintenance of
the welding shop.

b. Repair parts listed represent those authorized
for use at indicated maintenance levels and will be
requisitioned (on an “as required” basis until
stock age is justified by demand in accordance with
AR 735-35 or AR 710-2).

C-2. General
This basic issue items, items troop installed or
authorized. repair parts, and special tools list is
divided into the following sections:

a. Basic Issue Item List - Section II. ( N o t
Applicable)

b. Items Troop installed or Authorized List -
Section III. A list, in alphabetical sequence, of
items which, at the discretion of the unit com-
mander, may accompany the end item, but are not
subject to be turned in with the end item.

c. Prescribed Load Al lowance -Sec t ion
IV. (Not Applicable)

d. Repair Parts - Section V. A list, in figure and
item number sequence, of repair parts authorized at
the organizational level for the performance of
maintenance, including those items which must be
removed for replacement of the authorized item.
Items, except kits and sets, are listed by assembly
group in top down breakdown sequence. There are
no repair parts kits or sets listed in this appendix.

e. Special tools List - Section VI. (Not Ap-
plicable)

f. Repair Parts List - Section VII. A list, in
figure and item number sequence, of the repair
parts authorized for the performance of main-
tenance at the direct support level, including those
items which must be removed for replacement of
the authorized item. Items. except kits and sets, are

listed by assembly group in top down breakdown
sequence. There are no repair parts kits or sets in
this appendix.

g. Special Tools List—Section VIII. ( N o t
Applicable)

h. Federal Stock Number and Reference
Number Index - Section IX. A list of Federal
Stock Numbers in ascending numerical sequence,
followed by a list of reference numbers appearing in
all listings, in ascending alpha-numeric sequence,
cross-referenced to the illustration figure and item
number.

NOTE
Items not illustrated are cross-referenced to
assembly group number.

C-3. Explanation of Columns
The following provides an explanation of columns
found in the tabular listings.

a. Source, Maintenance, and Recoverability
Codes (SMR).

(1) Source code indicates the source for the
listed items. Source Codes are:

Code Explanation

P Repair parts, Special Tools and Test Equipment
supplied from the GSA/DSA, or Army supply
system and authorized for use at indicated
maintenance categories.

P2 Repair parts, Special Tools and Test Equipment
which are procured and stocked for insurance
purposes because the combat or military
essentiality of the end item dictates that a
minimum quantity be available in the supply
system.

M Repair parts, Special Tools and Test Equipment
which are not procured or stocked, as such, in
the supply system but are to be manufactured at
indicated maintenance levels.

A Assemblies which are not procured or stocked as
such, but are made up of two or more units.
Such component units carry individual stock
numbers and descriptions, are procured and
stocked separately and can be assembled to
form the required assembly at indicated
maintenance categories.
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C o d e Explanation

Parts and assemblies that are not procured or
stocked because tile failure rate is normally
below that of the applicable end item or
component. The failure of such part of assembly
should result in retirement of the end item from
the supplv system.

Repair parts which are not procured or stocked.
The requirement for such items will be filled by
use of the next higher assembly or component.

Repair parts, Special Tools and Test Equipment
which are not stocked and have no foreseen
mortality. The indicated maintenance category
requiring such repair parts will attempt to
obtain the parts through cannibalization or
salvage, if n o t obtainable through
cannibalization or salvage, the item may be
requisitioned with exception data, from the end
item manager, for immediate use.

Major assemblies that are procured with PEMA
funds for initial  issue only as exchange
assemblies at DSU and GSU level.  These
assemblies will not be stocked above DS and GS
level or returned to depot supply level.

NOTE
Cannibalization or salvage may be used as a
source of supply for any items source coded above
except those coded X1 and aircraft support items
as restricted by AR 700-42.

(2) Maintenance code indicates the lowest

level of maintenance authorized to install the listed
item. Repair parts and special tools assigned
Maintenance Code “C” may be stocked at the op-
erator level of maintenance when authorized by the
Unit Commander. The maintenance level codes
are:

Code Explanation
C Crew or Operator maintenance
O Organizational maintenance
F Direct Support maintenance

(3) Recoverabi l i ty  code indicates  whether
unserviceable items should be returned for recovery
or salvage.  i tems not  coded are expendable .
Recoverability codes are:

Code Explanation

R Applied to Repair parts,  (assemblies and
components) Special Tools and Test Equipment
which are considered economically reparable at
direct and general support maintenance levels.
When the item is no longer economically
repairable, it is normally disposed of at the GS
level. When supply considerations dictate, some
If these repair parts may be listed for automatic
return to supply for depot level repair as set
forth in AR 710.50. When so listed, they will be
replaced by supply on an exchange basis.

Repart parts. Special Tools, Test Equipment and
asscmblies which are economically reparable at
DSU and GSU activities and which normally
are furnished by supp]y on an exchange basis.
When items are determined by a GSU to be
uneconomically reparable. they will be

Code Explanation

evacuated to a depot for evaluation and analysis
before final disposition.

T  High dollar value recoverable Repair parts.
Special Tools and Test Equipment which are
subject to special handling and are issued on an
cxchange basis. Such items will be evacuated to
the depot for overhaul or final disposition.
Communication-Electronics and Mlissile
Support items will be repaired / overhauled
only at depots.

U Repair parts, Special Tools and Test Equipment
specifically selected for salvage by reclamation
units because of precious metal content, critical
materials. high dollar value or reusable casings
or castings.

b. Federal Stock Number. Indicates the Federal
stock number assigned to the item and will be used
for requisitioning purposes.

c. Descr ip t i on . This column indicates the
Federal item name and a minimum characteristic
description required to describe the item. Assembly
components and subassemblies are indented under
major assemblies. The abbreviation “w / e“ when
used as part of the nomenclature, indicates the
Federal stock number, includes all armament,
equipment, accessories, and repair parts issued
with the item. A part number or other reference
number is followed by the applicable five-digit
Federal supply code  f o r  manufac turers  in
parenthesis. Repair parts quantities included in kits
and sets are shown in front of the repair part name.
Material required for manufacture or fabrication is
identified.

d. Unit of Measure (U / M). A two-character
alphabetic abbreviation indicating the amount or
quantity of the item, as used, upon which the
allowances are based, e.g., ft., ea., pr., etc.

e. Quantity Furnished with Equipment (Basic
Issue Items Only). Indicates the quantity of the
item furnished with the equipment.

f. Quantity Authorized (Items Troop Installed
or Authorized Only). Indicates the quantity of the
item authorized to be used with the equipment.

g. Quantity Incorporated in Unit. Indicates the
quantity of the item used in the assembly group. A
“V” appearing in this column in lieu of a quantity
indicates that a definite quantity cannot be in-
dicated, (e.g., shims, spacers, etc.).

h. Fifteen-Day Organizational Maintenance.
(1) Items authorized for use as required but

not for initial stockage are identified with an
asterisk in the allowance column.

(2) The allowance columns are divided into
four subcolumns. Indicated in each subcolumn is
the total quantity of special tools authorized for the
number of equipments supported.

i. Thirty-Day DS Maintenance Allowance.
(1) Items authorized for use as required but
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not for initial stockage are identified with an
asterisk in the allowance column.

(2) The allowance columns are divided into

three subcolumns. The quantitative allowance of
special tools for DS level of maintenance will
represent initial stockage for a 30-day period for the
number of equipments supported. When special
tools are not required, enter statement “Not Ap-
plicable".

j .  O n e - Y e a r  A l l o w a n c e s  P e r  1 0 0  E q u i p -
ment/Contingency Planning Purposes.

(1) Items authorized for use as required but
not for initial stockage are identified with an
asterisk in the allowance column.

(2) This column indicates the total quantity of
special tools required for distribution and con-
tingency planning purposes.

k .  Depo t  Main t enance  A l l owance  Per  100
Equipment. (Not Applicable)

l .  I l lustration.  This  column is  divided as
follows:

(1) Figure number. Indicates the figure
nomber of the illustration on which the item is
shown.

(2 )  I t em number .  Ind i ca tes  the  ca l l ou t

n u m b e r  u s e d  t o  r e f e r e n c e  t h e  i t e m  o n  t h e
illustration.

C-4. Special Information

a. Parts which require manufacture or assembly
of a maintenance level higher than that authorized
for installation will indicate column the higher
maintenance level.

b. The same illustrations are used to illustrate
the repair parts and special tools listed in both
organizational maintenance section and direct
support maintenance section.

C-5. How to Locate Repair Parts

a .  W h e n  t h e  F e d e r a l  S t o c k  N u m b e r  o r
Reference Number is Unknown:

(1)  Firs t .  Using  the  tab l e  o f  c on tents ,
determine the assembly group within which the
repair  part  belongs.  This is  necessary since
illustrations are prepared for assembly groups, and
listings are divided into the same groups.

(2) Second. Find the illustration covering the
assembly group to which the repair part belongs.

(3) Third.  Identify the repair part on the
illustration and note the illustration’ figure and item
number of the repair part.

(4) Fourth. Using the Repair Parts Listing,
find the assembly group to which the repair part
belongs and locate the illustration figure and item
number noted on the illustration.

b .  W h e n  t h e  F e d e r a l  S t o c k  N u m b e r  o r

(1) First. Using the Index of Federal Stock
Numbers and Reference Numbers find the per-
tinent Federal stock number or reference number.
This index is in ascending FSN sequence followed
by a list of reference numbers in alpha-numeric
sequence, cross-referenced to the illustration figure
number and item number.

(2) Second. Using the Repair parts listing,
find the assembly group of the repair part and the
illustration figure n u m b e r  a n d  i t e m number
referenced in the index of Federal Stock Numbers
and Reference Numbers.

c .  W h e n  t h e F e d e r a l  S t o c k  N u m b e r  o r
Reference Number is Known and the Repair Part
is Not Illustrated:

(1) First. Using the index of Federal Stock
Numbers and Reference Numbers find the per-
tinent Federal stock number or reference number in
the section titled “Items Not Illustrated” and note
the group number. This section is in ascending
FSN sequence followed by a list of reference
n u m b e r s  i n  a l p h a - n u m e r i c sequence cross-
referenced to assembly group number.

(2) Second.  Using the Table of Contents,
locate the assembly group number and page
number.

(3) T h i r d .  U s i n g  t h e  a p p l i c a b l e  g r o u p
number and page number, locate the pertinent
stock number or reference number in the Repair
Parts Listing.

C-6. Abbreviations

C-7 .  Recommendat ions  for  Maintenance
Publications Improvements

Report of errors, omissions, and recommendations
for improving this publication by the user is en-
couraged. Reports should be submitted on DA
Form 2 0 2 8  ( R e c o m m e n d e d  C h a n g e s  t o
Publications)  and forwarded direct  to  Com-
manding General, U. S. Army Mobility Equipment
Command, ATTN: AMSME-MPP, 4300
Goodfellow Boulevard, St. Louis, Mo. 63120.

Reference Number is Known:
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Section Il. BASIC ISSUE ITEMS

(1) (2) (3)
Description

SMR Federal  stcck
cede number

Ref No.  & Mfr Code Uaafie  on code

(Norl” AI’1’LICABLE)

(I)

SMR
Code

IT

(41
Unit

of
mess

(5)
Qty
mc
in

unit
—

Section Ill. ITEMS TROOP INSTALLED OR AUTHORIZED LIST

(2)

Federal  stock
number

;.;20-!;!i9-9018°

(3)
Description

Ref No,  & Mfr Cnde Uaatde on code

Case, Nlaintenance  and Operational  Manual

Section IV. PRESCRIBED LOAD ALLOWANCE

(4)
Unit

of
mess

E A

(6)
Qty
furn
with

equip

(5)

Qty
auth

1!

(7)

~ ,

i

(1) I
Federal

stcck
number

(2)
i

(3)
15-Day  organizational

Description maintenance  alw

Usable on code
(a) (b) (c) (d)
1-5 &za 21-50 5~.~@J

(NOT AP1’LICABLE)

~— I I I I
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t
FEDERAL

w R
CODE

STOCK
NUMBER

(3)

DESCRIPTION
USAELE

ON
REF  NUMBER  & MFR CODE COD E

SECTION V - REPAIR PARTS  FOR ORGANIZATIONAL
MAINTENANCE

i
GROUP 01 - WELDING  SHOP

X20 SHACKLE,  ANCNOR;  LIFTlt&  AM
TIE  CX%?4

RRC2711YPEl  VCLKS.Sk  (3602!)

Po 53qi-z?69-ylk SCREW, CAP, t!lXAGON  HEAD:
CYLINDER STOP  MTG,  3/8-16 TtO
SIZE,  1 1/2 IN. LG

NS90725-6h  (~~)

Po 5310-184-8971 WASHER,  LOCK: CYL  1 NOER STOP
NTG, 3/8 IN. SCREW SIZE

NS353WI03 (969o6)

X20 I PLATE, NUT:  CYL  I FI)ER STOP  MTG
13217E3316  (974D3)

X20 I STOP, CYL  I tOER
13217C3315  (97b3)

Po 531 o-959-76im NUT, SELF-LOCKING,  HEXAGCU;
LI-EOLT  NTG, 1/4-18 THO  SIZE

1.w51922-5  (96906)

Po EWLT  u: GROUQ ROO  MTCi,
l/i-28  T~ SIZE

NAS3104.6-10 (2k062)

Po

X20 I
I

I
1

5315-839.5&l PI t+, COTTER;  GM  BOTTLE
HoLD.DWN  CLEVIS  PIN,
1/8  IN. DIA, 3/4 IN.  LG

NS2k665-3~1  (969D6)

PIN,  STRAIGNT,  tIEAOEDt  GAS
BoTTLE  HOLD-0CA4N  CLEVIS,
1/’2 IN. OIA  1 27/6h  IN. LG
Ms35810-3~ (c#@)

X20 I CLEVIS,  RGO  EtOI  GAS  SOITLE
HOLD-OWN

13217E3324  (97403)

Po

X20

X20

MO

Po

Po

5310-768-0318  NUT, PLAIN,  i!EXMDNt  GAS  BoTTLE
tOLD-fJ@/N LOAD  El  tOCR EYE

I SOLT, 1/2-1  TKI S1 ZE
2ILS’j1967-l  (9696)

401 D-ICO-@63

km-161-8563

5315-039-5821

SDLT,  EYE,  TURWRJCKLE:  GAS
SOTTLE  HOLD-DCAiN  LOAD  BIK)ER

1321627335  (97h03)

LOAO  B I tQER;  GAS  SO~LC  NOLO-OWN
13216E7326  (97403)

CHAIN:  GAS  SOTTLE  tKiLD-DWN
MANUFACTURE  FRCUt

CHAIN,  12 LltWS  REQUIRED

PIN, STRAIGHT,  NEACKD: GAS
BOTTLE  NOLD-t)&N  CLEV  I S,
1/2 IN. DIA  1 27/6h  IN. LG

Ns35810-3t  (96906)

X20 CLCVIS,  R@, F30t  GAS  SOTTLE
NOLO-OWN

13217  E3324  (97403)

Po 5310-768-0318 NUT, PLAIN,  NMAGON: GAS
BOITLE HOLD-OWN LOAD  B I tOER

(4)

UNIT
OF

4EA:

—

CA

(5)

QTY
INC
IN

UNIT

4

2

2

k

2

2

2

2

2

2

2

h

3

3

3

3

(6) (7)

l$DAY 0RGAN12A’rlONAL ILLus.
MAINTENANCE ALW TRAT ION

(.) (b) (.) (d) (.) (b)

FIG.
1.5

ITEM
d-20 21.50 51.100 NO, NO.

cl 1

* ● * 9 cl 2

● * ● it c1 3

cl 4

cl 5

* * * * cl 6

* * ● * cl 7

* ● * ● cl 27

cl 28

cl 29

● * * * cl 30

cl 31

c1 3

cl 33

* * ● * cl 33

* ● * * cl 34

c1 35

cl 36

● * * * c1 37
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(1)

CM

X20

X20

M o

P o

x20

M o

P o

P2o

P20

P20

P20

Po

Po

Po

Po

‘o

‘o

o

0

0

0

(2) (3)

FEDERAL
STOCK

NLIMBFR
DESCRIPTION

us,
j REFNUMBER&MFR  CODE [
I cl

ko1o-161-85(

KU O-161-85(

O1O-161456

!31-935-78Z

131-  16cb781

)30-762-22$

31-875-765

05-@+-567

3431-1  6&266

531o-167-o82I

j305-@-3qt

j310-045.400~

1310-167-0816

~31 -875-7651

k3b4h6.2643

WW5b0670

C-6

LINK,  END,  LAP:  GAS BoITLE
HDLD-EWN,  l/~  IN.

RRC271nPE  I i I (974o3)

BOLT,  EYE  , TURNBUCKLE  t GAS
BOTTLE  tK)LD-DudN  LOAD  B I lif)ER

1321 6E7335  (97403)

CHAIN:  GAS  BOI?LE  HoLO-D(  ‘ “ I

MAKIJFACTURE  FRON:

cHAIN,  22  L IMCS  REQu  IRw

LOAD  B I iOER:  GAS BOTTLE  HOLO-DCW
13W17326  (97403)

CHAIN: GAS EQITLE HOLO-OtWN
MAWFACTURE  FRLY.l:

CHAIN,  3 LINKS REQUIRED

GROUP 02 .  WELOI  ffi SET,  INERT  GAS
SHIELCfD

UELDltW SET  INERT  GAS  SHi ELDED
SP1O  (&725)

GUN,  WELDIW METAL  INERT  GAS
321 B107GO8 (08h52)

BOLT,  REEL  COVER
419A029MX  (08@)

pAcK  I N, FREFORMED:  REEL
COVER  BOLT

Ms29513-@  (96506)

COVER  REEL
637c2i7H01  (084.j2)

SCREW,  MACH I NE:  REEL  SHAFT
MTG  PAN HEAD,  CROSS  RECESS,
5/1~18 T~ SIZE  3/4 IN. LG

~35206-296 (96906\

SHAFT,  REEL
448A024H01  (08h52)

WASHER,  FLAT: REEL  SHAFT  MTG,
0.0328 IN. ID, 0.562 IN. CO,
0.06h IN. THK

AN960-516  (8&44)

WASHER, LOCK:  BRAKE  SUPPORT
MTG,  NO. 6 SCREW SIZE

Ms35338-~1  (96906)

WASHER, FLAT: BRAKE  SUPPORT
~G,  NO. 6 SCREW SIZE

AN960-6  (8/?044  )

SUPPORT,  BRAJ(E
419AD08H01  (08h52)

BRAKE
419A01 lHo1 (o#152)

Km,  RHEOSTAT
451 A240H01 (08h52)

SCREW,  MACHINE:  WELDING  GUN
SHIELO MTG,  PAN HEAD  SLOITED,
N. 8-36 TH)  SIZE,  2 3/k IN. LG

Ms3522b-56  (96906)
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c1 38

cl 39

cl 40

cl 40
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FEDERA1
SMR

CODE
sTOCK

NUMBFR

X20

‘r

P o *31-162-3978

Po

X20

Po 5325-281-336

X20

X20

Po 3k31 -997-2291

Po 343%446-2644

Po 3k31-928-2519

To 3431-875-7930

‘o 3k31-875-7@3

PO 3431-875.7637

pa 53m-582-5&7

(20

K20

K20

Y&o

~o

?0

3k31 .875-7637

3b31-162-3977

5305-719-5336

DESCRIPTION
USABLE

REF  NUMBER  & MFR CODE
ON

CODE

SHIELD,  POTEHTII14ETER
483A753tnl  (084%)

CABLE  ASSElfiLY CURRENT
31061  kt206 (0!$52)

HOSE ASSEt.BLY  GAS
k32q06w5  (ob152)

BoOT:  CURRE~  CMLE  AND
GAS  HoSE

k19Ad6H01 (08152)

BUSH  I NG,  RUSBER  : CURRENT
CABLE  TtROUGH  WELDl  NG
GUN SHIELD

282498 (ti52  )

SHl ELD ASS2NBLY:  MLDlffi  GUN
867D652G01  (08k52 )

SCREW,  LOCK,  GU  IDE T~E
kn!fioyiol  (08!52)

TUBE,  GUIDE,  WIRE:  0.030 IN.
WIRE  DIA

3ot%172H03  (08452)

TUBE, GUIDE,  WIRE:  0.C47
IN. WIRE  DIA

3068172H09  (08452)

NoZZLE, GAS
31 li3703H03  (C8@ )

AOAPTDR:  GUN TIJ3E  TO NOZZLE
419ACQ3HD1  (dk52)

WASHER,  INSULATING:  BARREL  TO
ADAPTOR

k19Aoo&io2  (08152)

WASWR,  I N3ULAT  I W: BARREL  TO
#QAPTcR

l19A006H01  (08h52)

WXJS  1 W, GUN BARREL
453A483H01  (08452)

INSULATION,  GUN BARREL
klgiwqwcrz  (o#!52)

I NSL)LAT  10N: GUN BN?REL
klyalotof  (08452)

GUN  BIV?REL  mSEt@LY
i19AC02GD2  (08!52 )

WASHER,  ltL5JJLATIffi:  BARREL
TO  BRACKET  ASSEMBLY

419Ao06Hx  (08452)

BUSH I W, FRONT  GUIDE
2209A70H21  (08k52 )

SETSCREW:  REAR  GU  IDE 13USHI M
MTG, HEADLESS  SOCKET  DR 1 VE,
CUP  IWINT, M). 8-32 Ttfz
SIZE,  1/8 IN. LG

H.s51963-33  (969D6)

RltQ,  RETAINltW REAR
GUIOE  BUSHlt@

5209292H01  (08k52 )

C-7



C-8

(3)

-+-1

(4) (5) (6) (7)

FEDERAL
15-DAY ORGANIZATIONAL lLLUS-

SMR STOCK DESCRIPTION
C12DE

UN(T QTY MAINTENANCE  ALW TRATION

NUMBFR USABLE & ~:c (.) (b) ,.) (d) 10) b)
ON UNIT

REF NUMBER  & MFR CODE
FIG. ITEM

COD E 1.5 &20 21-50 51.1(X No.
—-. — NO.

P20 BL!SHlhG,  REAR  GUIDE
k&3AlilHol  (o&52)

EA 1 * * ● * C2 38

k20 FllTlffi:  GAS HOSE MTG EA 1
419Ad+3H01  (o?J152)

Q 39

P20 PIN:  BRACKET  AND  Fllll  NG ASSENBLY
!52A107Ho1  (O@152)

EA 1 * ● ● ● C2 ho

X20 PLUG,  PIPE:  BRACKET  ANU EA 1 C2 41
FITTING  ASSEMBLY

153A757tw  (o@+52)

~o SPRING: BRACKET  AhO FITTlffi EA 1 ● * ● ●

kSSEk@LY
C2 k2

452  A106Ho1  (@+52)

%20 BEARING, BALL:  BRACKET  Am EA 1 ● ● ● ● C2 b3
FllTING  ASSEMBLY

452A108Ho1  (08k52)

‘o 5330.&l-0693 PACKING,  PREFORMED:  BRACKET  Am EA 1 ● * * ● C2 44
FITTlffi  ASEMBLY

h42A161H04  (o@i52)

?0 530~-@-!361 SCREW,  MACHINE:  BRACKET  Am EA 1 * ● * * C2 45
FITllffi  ASSEMBLY  MTG,  NO.
8-36 Tt0sIzE,  1 1/2 IN. LG

MS35207-251  (96906)

‘o 5305-719-5336 SETSCREW:  BRACKET  AMI FITTlffi EA 1 * ● ● ● C2 b6
ASSEMBLY,  HEADLESS,  SOCKET
DRIVE,  CUP POINT,  NO. 8-32
TtKI SIZE,  1/8  IN. LG

MS51963-33  (96906)

‘o 5305-989-7437 SCREW,  MACHINE:  BEARlffi  AfM EA 1 ● ● ● * C2 k7
MTG,  PAN HEAD,  CROSS  RECESS,
?+0.  10-32  THD  sIZE,  5/8 IN. LG

MS35207-2611  (96906)

20 3&31 .875-761k6 SCREW, NYLON:  BCARlffi  Am EA 1 * ● * ●

IDLER ROLL MTG
C2 h8

k42A169Nol  (@+52)

:20 WASHER, I NSULATI  ON:  BEARlffi EA 2
ARM IDLER  ROLL  NTG

C2 49

31oFI111Ho4 (o@+52)

‘o 3431-875-7645 ROLL,  IDLER,  INSULATED:
BEARING  AM

EA 1 ● * ● ● C2 50

5570415H39  (@+52)

’20 5330-762-2299 PAcKl  K, PREFORMED:  BEARlffi
ARM BOLT

EA 1 * * * ● C2 51

MS2951  3-008 (96906)

(20 BOLT, BEAR I NG ARM EA 1
419AD25tK11  (~52)

C2 52

~o b935-875-7a8 SPR I ffi: BEARI hG  ARM BOLT
h19A027Hol  (o@+52  )

EA 1 * ● * ● Q 53

20 3k31-11%2665 A&It,  BEAR I t+2
419A026Hw2  (@+52)

EA 1 * ● * * C2 5k

120 BRACKET  ANO  F I lT I W ASSENBLY EA 1
4.27c@jG08  (@52)

Q 55

:20 F I TF  I NG ASSEMBLY
h27c@jcd (c#+52 )

EA 1 C2 56

‘o 5305-582-5b7 SCREW, MACH I w: WILDING  GUN EA 1 ● * ● ●

HANDLE  MTG,  wo. 6-32 TH3
C2 57

SIZE,  3/8 IN, LG
MS35265-28  (969i36)

‘o 5305-582-5~ SCREW,  MACH  I NE: WELOI  ffi GUN EA 1 * ● ● *
HANDLE  MTG,  NO. 6-32 TtD

C2 58

SIZE,  5/8 IN. LG
MS35265-31  ( 96*)

.—
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o
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20
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20

#

20

‘o

,0

>0

~o

*O

<20

X20

Po

Po

Po

Po

PO

PO

305.51 h-754M

53%-%5-0971

5330-57@@

5930-%5-!5E

6210-165-14&

624Q-223-910t

5305”&5”%w

5920-yT&olk

592@343-&q

5310-045-329

5573-156-069

(3)

DESCRIPTION
USABLE

ON

?EF NLIM13ER & MFR CODE CODE

SCREW,  MACHINE: WELDlt#2  GUN
HANDLE NTG, NO. 6-32 T~
SIZE, I/k IN.  LG

MS3%?67-26  (96936)

CONTROL  WELDlffi
i79d3Gol (08$52)

SCREW,  SELF-TAPP I ffi>  TtREAD
CUTT I MM TOP  PLATE TO
WELD  I t% CONTROL  MTG,
NO.  6-32 TlfJ  SIZE, 3/16 IN. LG

MS2%~9-21  (96906)

PLATE TOP* WELD 1 K CONTROL
@67D7i@ (*52)

SCREW, SELF-TAPPI  M, THREW
CUTT I N2:  BACK  PLATE TO
WELD  I K CONTROL  MTG ,
NO.  $-~ THD SIZE,  3/16 IN. LG

MS2J+6%9-21  (96906)

FL ATE 8ACK
&707&05 (CI%52)

SCRCW,  SELF-TAPPI  W, THREAD
CUTTlffi:  FRONT  SDlTCt4  PLATE
TO  WELD  I t= CONTROL  MTG,
m. 6-32 THD SIZE, 3/16 IN. LG

MS2k6$9-21  (96906)

PLATE FRONT,  BOllCM
t?57r17i9H06  (*52)

SWl TCH, RANGE
MS3~~9-23 (96$06)

SWITCH,  PCWER
MS3W59-22 (96906)

L#&iP ASSEMBLY:  WELDI  t@ CONTROL
422A5k7H05  (08$52)

LAMP,  I ffCAt@ESCENT
GE81A  (&?@)

SCREW,  SE  LF-TAPP I FK3 , Ti-READ
CUTTI  1S:  FRONT  TOP  PLATE  TO
WELD  I ffi  CONTROL  MTG,
m. 1O-2L!  THD SIZE,  3/8 IN. LG

MSZ1629J+5  (96906)

PLATE  FRONT,  TOP
t%7D7&27 (D@Pj2  )

HOLDER  , FUSE
3%W+ (75915)

FUSE  : b AMP,  250~
Ms152k9-1  ~96906  )

FUSES  I w,  250v
w15249-1  (96906)

NuT.  PLAIN.  NEXAGON: TRANSFORMER
Mk, NO.’1O-32 TtfJ SIZE

MS3565O-102  (969D6)

WASHER, LOCK  : TRANSFORMER
MTG,  ND. 10 SCREW SIZE

Ms35338-k3 (969Q6)

SCREW,  MACH I NE : TRANSFORMER  MTG,
M3. 10-’& THD  SIZE,  1/2  IN. LG

MS35224-63  (96TJ6 )

TRAt+SFORMER:  ‘ifLD I MS CONTROL
L188A250FXM (G#i52)

(5)
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C2 5!3
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Logsa LOGSA
5305-855-0971

Logsa LOGSA
5305-855-0971



C-10

(1)

SMR
CODE

Po

Po

Po

Po

X20

Po

K20

Po

Po

Po

920

~o

Po

>0

(20

~o

so

‘o

so

:20

(2)

FEDERAL
STOCK

NUMBER

5310-01  3-453C

j310-04@k207

j$Oj-161-34k6

j30@j5-0971

)31 0-01 3-*530

i310-D4@3007

I31O-O13-153O

i310-ok5-k@27

1305 -5~3-21&!

9LYJ-163-3599

~-l  61 -3%45

431-162-3974

b31-162-3975

(3)

DESCRIPTION
USABLE

ON
REF  NUMBER  & MFR CODE CODE

NUT, PLAIN,  HEXAGON:
WELDING  CONTROL  RESISTOR  MTG,
NO. 6-32 T~ SIZE

Ms35@19-62  (96906)

WASHER, LOCK:  WELDlffi  CONTROL
RESISTOR  MTG,  ND. 6 SCREW
SIZE

MS35338.41  (965x26)

SCREW,  MACHINE:  WELDlffi  CONTROL
RESi  STOR  MTG,  NO. 6-32 THO
SIZE,  3/8 IN. LG

MS35223-28  (96906)

RESISTOR:  WELDING  CONTROL
k63Ak6m6 (o&152)

RECTIFIER:  WELOING  CONTROL
129A062wl  (d152)

SCREW, SELF-TAPPlffi,  Tt!fiEAO
CUTTlffi:  WELOING  CONTROL
RECEPTACLE  MTG,  ND. 6--
TM SIZE,  3/16  IN. LG

MS24649-21  (969o6)

RECEPTACLE:  WELOlffi  CONTROL
483~lHol (W52)

N.IT,  PLAIN,  HEXAGON:  WCLDlffi
CONTROL  RELAY  MTG,  NO. 6-32
T10 SIZE

Ms356kg-62  (96906)

WASHER, LOCK: WfLDlffi CONTROL
RELAY  MTG,  ND. 6 SCREW SIZE

MS35338-bl  (969Q6)

SCREW,  MACHINE:  WELDlffi  CONTROL
RELAY  MTG,  NO. 6-32 THO  SIZE,

Ms~~2&8L?969c6  )

RELAY:  WELOING  CONTROL
4&E09H03  (08k52 )

NUT,  PLAIN,  HEXAGON:  WELD  I NG
CONTROL  TERM I NAL BLOCK  MTG,

MS%:%  %?%E

WASHER  , LOCK:  WELD  I W CONTROL
TERMINAL  BLOCK  MTG,  FXI.  6
SCREW SIZE

MS35338J11  (96906)

SCREW,  MACH  I NE:  WELDlffi  CONTROL
TERM I NAL BLOCK  NTG,
NO. 6.32 TtKl SIZE,
3/4 IN. LG

MS35223-32  (96906)

BLOCK,  TERt4 I NAL:  WELD  I W CONTROL
3261029H13  (08152)

RESISTOR: WELDING  CONTROL
k50A297H06  (@52)

RESISTOR: WELDING  CONTROL
463A462H07  (@+52)

CABLE  ASSEl@LY:  WELD  I W COHTROL
k35c512Gol  (o&+52)

CABLE  ASSEMBLY:  WELD  I NC CONTROL
21c8339G07  (@+52)

BUSH  I ffi: WELD I NG CONTROL  CAi3LE
b27c613Hd  (08@)

—
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77
FIG
NO
—

c

c:

c:

c:

c:

c:

c:

c:

c:

c:

c:

c:

c<

q

C3

c~

C3

C3

C3

C3

—

m--
ITEM
NO.

21

22

23

2k

25

26

27

28

29

30

31

32

33

3b

35

36

37

38

39

40



<1)

SM17
:QDE
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0
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o

!0
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Q
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0

0

0
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o
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{2)

FEDERAL
STOCK

NUMBER

i310-045-  3296

3%-855+

3b912.ho88

310-C@-1251

310-b9-4058

305-071-2241

31 O-C88-1251

31oJ!o9-%58

3~-071-22bl

31 O-C88-1251

31oJ39-%58

(3)

DESCRIPTION
USABLE

ON
?EF  NUMBER&  MFR CODE CODE

BUSH  I W: WELOI  W CONTROL  BRACKET
2824+98 (@~)

NUT, PLAIN,  HEXAGON:  BRAcKET

J%J$2’:;tJy  “z’

WASHER  , LOCK: BRACKET  ~G ,
NO,  10 SCREW SIZE

MS35338-43  (969G6)

SCREW, MACH  I NE: BRACKET  MTG,
NO.  10-32  THD SIZE,  1/2 IN. LG

Ns3522k.63  (96906)

BRACKET:  RECTIFIER,  RELAY AND
TERMINAL  BLOCK  MTG

@07~9H02  (08h52)

BRACKET:  WELOI  NG cONTROL  BASE
&57D749H03  (08h52)

GROUP 03 . M [ SCELLANCOUS  COMPONENTS

‘WLCCK  SET: TOQL  E?OX
MS21313-162  (969o6)

NT, SELF-LOCK  1 NG,  HEXAGON:  TOOL
BOX MTG,  1/%-20 THD  SIZE

MS51922-1  (96906)

IASHER , FLAT : ToOL  BOX MTG ,
1/’4  IN. SCREW SIZE

MS27183-10  (96906)

;cRW, CAP,  HExAGoN  ~AO: TOOL
BOX MTG,  1/4-20 TFKI  SIZE,
1 1/’4 IN. LG

M5~725-10  (96906)

LOOR,  BoX: TOOL  BOX,  LH FENDER
13217E3322  (97k03)

oX,  TODL:  LH FENDER
13217C3313  (97403)

IUT,  SELF-LOCK  lffi,  litXAGON:
TOOL  I?QX  MTG,  1 /4-20 THD S l“

NS51  922-1  (96906)

fASHER ~ FLAT:  TOOL  BOX MTG,
1/4 IN. SCREW SIZE

MS27183-10  (96w6)

CREW,  CAP, HEXAGON  MEAD:  TOOL
Box  HTG, l/4-20  TI+O  SIZE,
1 l/k IN. LG

K$O725-1O  (96906)

LOOR,  BoX: TOOL  BOX,  FRON1
13217’3321 (97k03)

OX,  TOOL:  FRONT
13217  E3312  (97~Q3)

‘uT, SELF-LOCK  ING, HEXAGON:  TCQL
BOX MTG,  l/h-20  THD  SIZE

MS51922-1  (96906)

ASHER,  FLAT: TCQL BOX MTG,
1/% IN. SCREW SIZE

MS27183-10  (965+36)

.
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.—
(1)

SMR
COD I

‘o

:20

:20

‘o

‘o

20

0

0

20

—

(2)

FEDERAL

STOCK

NUMBFR

j305-071 -22~

i310-&8-125’

1305-068-050”

19c5-202-3635

31 O-C88-1251

305-068-0501

9@-205-27~

(3)

DESCRIPTION
USABLE

REF NUMBER  & MFR CODE
ON

CODE

SCREW,  CAP, HEXAGON HEAD: TOOL
BOX MTG, 1/4-20 Tt!O S I ZE,
1 1/4 IN.  LG

Ms90725-1  o (96906 )

FLOW! , BOX:  TOOL BOX,  RH FENDER
13217  E3323  (97403)

BOX,  ToOL:  RH FENDER
13217  E331b  ( 974o3)

NUT, SELF-LOCK I tW,  HEXAGON:
REFLECTOR  MTG, l/i-20 THD SIZE

MS51  922-1 (96906)

REFLECTOR  JMBER
Ms353~7-2  ( 969o6)

WJT, SELF-LOCKING,  HEX&2ON:
REFLECTOR  MTG, 1/4-20 Tla SIZE

MS51 922-1  (96906)

?EFLEcTOR REO
Ms353b7-1  (96506)

(4

IN(
01

IE>

-i

E

E

E

E

E

E,

E

E

—

—
(5)

QT)
INC
IN
JN1.

--i

1

1

t

t

b

8

8

4

—

(6)

15-DAY  ORGANIZATIONAL

MAINTENANCE ALW

Tr

51-10

●

●

●

●

●

●

●

—

(7)

us.
TION

x

ITEM
Mo.

T

15

16

17

18

19

20

21

22

—

C-12



(1] (2) (3) (4) (5) (6) (7) (8) (9) (lo)

DESCRIPTION 30-DAY  DS MAINT 30. DAY GS MAINT ILLUS.

FEDERAL ALLOWANCE ALLOWANCE 1 YR

5MR

DEPOT 7RAT10N
ALW MAINT

COD E STOCK QTY (.) (b) (.) (.) (b) (.)

NUMBER USABLE
PER ALW (.) (b)

UNIT INC
ON

10D PER

REF  NUMBER&  MFR CODE
OF IN

CODE
EQUIP 100

MEA5 UNIT
FIG. ITEM

1-2D 21.50 51.100 1.20 21-50 51-100 CNTGY EQUIP NO. NO.

SECTION Vll - REPAIR  PARTS  FOR  DS
MAINTENANCE

GROUP 01 - ‘dELDIffi  SHOP

X20 SHACKLE,  ANCHOR:  LIFTIK  AND CA h
TIE  MAIN

cl 1

RRC271TYPEIVCLASS4 (360#1)

Po 53q-269-321  ti SCREW,  CAP, HEXAGON  HEAo: EA b * ● * * is cl 2
CYLINDER  STOP  MTG,
3/&16 TH0s12E,  1 1/2 IN. LG

MS90725-6b  (96906)

Po 5310-184-8971 WASHER, LLW:  CYLINOER  STOP EA 4 * ● *
MTG,  3/8 IN. SCREW  SIZE

* * cl 3

Ms3533&103 (96906)

X20 PLATE, NuT: cYLINOER  STOP  MTG EA 2
13217E3316  (97403)

cl 4

K20 STOP,  CYLINDER EA 2
13217E~315  (97403)

cl 5

Po 531 O-959.76W NuT,  5ELF-LOCKlffi,  HEXAGON: EA 4 * * *
U-BOLT  MTG,  I/4-18  THD SIZE

* * cl 6

MS51922-5  (96906)

Po BOLT U! GRoU~  ROD MTG, EA 2 * * ●

l/i-28THD  SIZE
* * cl 7

NAS31D4.6-10  (2406z)

PF 5305.D&-ojl  1 SEREW,  CAP, HEXAGON  HEAD: EA 4 ● * * 8
WLOIffi  MACHINE  MTG,  3/8-16TIm  SIZE,

* * cl

1 l/~ IN. LG
1.Is9D728-62  (96906)

PF 5310-107-0671 WASHER,  LOCK:  WELOlffi  MACHINE EA 4 * * *
MTG,  3/8 IN, SCREW  SIZE

* * cl 9

MS3533&l  D2 (96906)

PF 531 O.D8%5EID1 WASHER, FLAT:  WILDING  MACHINE  MTG, EA 4 * ● * * *
3/8 IN. SCREW s IZE

cl 10

MS27183-14  ( 96906)

K2F R 3431-253.0558 WELDING, MAcHINE:  ARC,  300  AMP EA 1
LTo-303  (3E024)

cl 11

‘F 53@-*11 SCREW , CAP, HEXAGON  HEAD: EA 4 * ● * +! * cl 12
TAILLIGHT  TO TRAILER  BDOY  MTG,
3/&16  THO  SIZE, 1 1/4 IN. LG

Ns9072&62  (96906)

K2F SPACER:  TAILLIGHT  TO TRAILER EA
BoDY  MTG

2 cl 13

13217E3320-1  (974o3  )

K2F SPACER:  TRAILER BRAJ(E  CABLE EA 2 cl
CLAMP  MTG

14

13217  E3320-1  (974o3)

X2F SPACER:  TRAILER  BRAKE  LEVER  MTG EA 2
13217E3320-2 (974o3)

cl 15

SF 5310-@(.4652 NUT, SELF-LOCK  I*, HEXAGON:  TRAILER EA 2 * * *
BODY  TO  TRAILER MTG,  3/8-16 THD

● ● cl 16

SIZE
MS51  922-17  (969o6)

PF 53%-065-51 1 SCREW, CAP, HEXAGON  HEAD: EA 2 * ● * * * cl
TRAILER BoDY  TO  TRAILER

17

MTG,  3/8-16 THQ  SIZE,
1 l/~ IN. LG

~%728-@  ( 96X)

‘F 5310-087-h~2 NUT, SELF.LOCKI W, HEXAGON: EA 12 * ● * * * cl 18
TRAILER BODY  TO  TRAILER MTG,
3/&16 THD  SIZE

MS51922-17  (96906)

C-13



(1)

SMR
:ODE

‘F

r

F

f

F

F

F

2F R

o

20

20

0

20

20

0

0

0

20

(2)

FEDERAL
STOCK

NUMBER

5305-068-c511

5310-087-4652

5305-782-9489

5310-087 -!652

5305-068-C511

5310-984-3806

5306-226.4827

5315-839-5821

5310-768-0318

kolo-1  60-8563

4o10-161-8cj63

5315-839-5821

(3)

DESCRIPTION
USABLE

ON

<EF NUMBER  & MFR CODE CODE

CREW,  CAP, HEXAGON  HEAD:
TRAILER  BODY  TO  TRAILER  MTG,
3/8-16 THE sIZE,  1 l/~ IN. LG

MS90728-62  (96906)

JT, SELF-LOCK  lffi.  HEXAGON:
TRAILER  BOOY  TO-TRAILER
MTG,  3/8-16 THFJ SIZE

MS51922-17  (96906)

:REW,  CAP, HEXAGON  HEAD: TRAILER
BOOY  TO TRAILER  MTG,  3/8-16 THD
SIZE, 2 IN. LG

Ms90728-66  (969Q6)

uT,  SELF-LOCKING,  HEXAGON:
TRAILER BODY TO TRAILER  MTG,
3/8-16 THD SIZE

MS51922-17  (96~6)

:REW,  CAP,  HEXAGON  HEAD:  TRAILER
BoDY  TO  TRAILER MTG,  3/8-16
THO  SIZE  1 1/4 IN. LG

MS90726-62  (96906)

JT, SELF-LOCKIK,  HEXAGON:  TRAILER
BoOY  TO TRAILER  MTG,  5/16-18
THD  SIZE

MS51922-9  (96906)

)LT,  MACHINE:  TRAILER  BODY TO
TRAILER  MTG,  5/16-18 THD
SIZE, 1 IN.  LG

MS90728-34  (969o6)

)DY, TRAILER
13217E3311  (974o3)

PIN, COTTER:  GAS BoTTLE
HoLD-DOWN  CLEVIS PIN.
1/8  IN. DIA, 3/4 IN.’LG
Ms2i665-351 (96906)

PIN, STRAIGHT, HEADED: GAS
BOTTLE  HOLD-DOWN  CLEVIS,
1/2 IN.  DIA, 1 27/61 IN. LG
MS3581O-36  (96906)

CLEVIS,  ROD  END: GAS BOTTLE
HOLD-OOWN
13217E332~  (97403)

NuT, PLAIN,  HEXAGON:  GAS BOTTLE
l+3LD-DOWN  LOAD BINDER  EYE
BOLT,  1/2-13  TFD SIZE
MS51967-14  (96906)

BOLT,  EYE, TURNBUCKLE: GAS
BOTTLE  HoLD-COWN  LOAD BINDER
13216E7335  (97403)

LOAD  BIFOER: GAS BOTTLE  HOLO-OOWN
13216E7326  (97403)

CHAIN: GAS BOTTLE  HOLD-DOWN
MANuFACTURE  FRCM:

CHAIN,  12 LINKS REQUIRED

PIN, COTTER:  GAS BoTTLE
HOLD-DOWN  CLEVIS PIN,
1/8  IN. DIA, 3/4 IN. LG
MS24665-351  (965x26)

PIN, STRAIGHT, HEADED: GAS
BOTTLE  HOLD-DOWN  CLEVIS,
1/2 IN. OIA,  1 2 /@ IN. LG

tMS3581O-36  (9690 )

(4)

UNIT
OF

MEA!

EA

EA

EA

EA

EA

EA

EA

EA

EA

EA

EA

EA

EA

EA

EA

EA

EA

(5)

QTY
INC
IN

JNIT

12

4

4

6

6

14

14

1

2

2

2

2

2

2

h

3

3

(6)

( DS
.Ow

m

‘1.5(
—

●

*

●

●

*

*

●

*

*

●

*

—

INT
E

T

1.100

●

●

●

☞

●

●

●

❉▼

☛

☛

☛

�

30.

m

1.20
—

—

(7)

v GS
.OWA

r

,).50

—

\lNT
:E
~

51.10(

(8)

1.YR
4LW
PER
I 00
QUIP
NTG)

●

●

●

●

●

●

●

●

●

●

(9)

IE PO.
IAINT
ALW
PER
100

3UIP

●

●

●

●

●

●

●

●

●

●

(1OI

ILL
TR

T

~lG
<0
—

cl

cl

cl

cl

cl

cl

cl

cl

cl

cl

cl

cl

cl

cl

cl

cl

cl

cl

—

ON

r

TEM
No
—

19

20

21

22

23

24

25

26

27

28

29

30

31

32

33

33

34

35

—
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(1) {2) (3) (4) (51 (6) (7) [8) (9) (10)

DESCRIPTION 30-DAY  IX MAINT 30-DAY  GS MAINT lLLUS-

SAifz FEDERAL ALLOWANCE ALLOWANCE 1.YR DEPOT TRATION

STOCK
ALW MAINT

CODE QTY (.) (b) (c) (.) (b) (=) PER A LW (’a) lb)
NUMBER USABLE UNIT [NC

ON
100 PER

REF NUMBER& MFR CODE
0> IN

CODE
EQUIP I 00 FIG. ITEM

MEAS UNIT 1.20 21.50 51.100 1-20 21.50 51-100 CNTGy EQUIP NO. NO.

K20 CLEVIS,  ROO, END:  GAS BoTTLE EA 3
I+2LD-R3WN

c1 36

13217E332k  (97i03)

~o 5310-768-0318 MJT,  PLAIN,  HEXAGON:  GAS EA 3 * * * * *
BOTTLE  HOLD-W LOW BINDER

c1 37

EYE  BoLT,  1/2.13Tw  slzE
MS51967.14  (96906)

Qo L INK,  ENO,  LAP:  GAS  BOTTLE EA 6
tKJLD-DOWN,  1/$  IN.

c1 9

RRC271  rfPEi  I i (97k03)

QQ EY3LT,  EYE, TLJRNEIUCKLE:  GAS FA 3
BOTTLE  NGLD.C@%  LOAO  BINDER c1 39

13216E7335  (y/ko3)

10 %010-161.8563 CHAIN:  GAS  BOTTLE  WILD-OWN EA 3 c1 kcs
MANUFACTURE  FROM:

Eo ioIo-161-&j63 CHAIN,  22  LINKS REQUIRED ● * * cl ko

“20 LOAD  El INDER: GAS  BOTTLE  NOLO-WAN LA 3
I %16E7w6  (97~3)

cl kl

!0 CNA[ N: GAS  EWTLE  i+OLD-OOWN EA 3
MANUFACTURE  FRON:

cl 42

‘o 4010-161-8563 CHAIN,  3 LINKS REQUIREO ● * s * * cl k2

;2F R 23304$3-6780 CHASSIS,  TRAILER EA 1
Ms5302&1 ( 969D6)

c1 &j

GROUP 02 - WELD  I ffi  SET,  INERT  GAS
SHl  ELDED

20 j131-9~-7822 WELOI  M SET  INERT  GAS  Stil ELDED EA 1 * * *
SPIO (8$725)

* * C2 1

20 3431.160-78/!0 GUN>  WELDIFQ:  METAL INERT  GAS EA 1 ● * *
321 ES107CW3  (08452)

E * C2 2

20 BoLT,  REEL  COVER EA
lf9Aoz9H01  [N52)

1 * * +$ * * C2 3

20 533~7@=z39 PACK  I Mi, FREFCRNEO:  RCEL CA 1 * * * it * C2 k
COVER  KILT

MS29513.008 (96906)

lo 3+31 -875-7652 COVER  REEL CA
637c2i7NDI (D8k52)

1 ● * * * * C2 5

‘a 5305-9~-5~76 SCREW, NACH  I NE $ REEL  SHAFT EA 1 * * * * * C2 6
MTG PAN HEAD,  CROSS  RECESS,
5/1~-18  THD  SIZE  3/k IN. LG

M535206-296 ( 96906j

‘o 3~31-16i-2666 SHAFT, REEL EA
~h02hHOl  (C8452)

1 * * * * * C2 7

*O ~310-167-0820

,,

WASHER,  FLAT: REEL  SHAFT  MTG, EA 1 * * *

~:%81i!’T%  0’5& ‘N’ “

* * C2 8

AN360-516  (880kXI

‘o 5305”*3*0 SCREW, TAPPlffi,  TM?EAD EA 2 ● * * * *
CUTT I W EUME SUPPCRT MTG,

C2 9

NO. &y lw SIZE,  3/8 IN. LG
MS2k6i9-2i  (96~)

‘o 531 O-Q4=JJM?O7 WASHER,  LOCI(:  BRAKE  SUPPORT EA 2 * * *
MTG,  ND. 6 SCREW SIZE

* * C2 10

m3533w  [9@06)

to 5310-$67-0816 WASHER,  FLAT: BRAKE  suppoRT EA 2 * ● ●

MTCi,  NO.  6 SCREW SIZE
* * C2 11

AN9@-6 (&?@  I

C-I5



(1) (21 (3) (4) (5) (61 (71 (8’ 171 (10)

DESCRIPTION
30. DAY Ds MAINT 30. DAY Gs MAINT ILLu S

FEDERAL
ALLOWANCE DF POT

SMR
AL LO WANCC I ~~ ~,A,  NT TRATIOIX

ZODE STOCK QTY (.) (b] (.1 (. (b) (.) ;:: ~~fi <., , b)

NUMF3FR USABLE UNIT INC 100 PER
ON ~~ ,N

REF  NUMBER  & MFR CODE
EQUIP 100 FIG

CODE
ITEM

MEAS UNIT ).20 21-50 51-100 1-20 21.50 51.100 CNTGY EQUIP NO NO

o yti31..8~5-~6yl SUPPORT,  BRAKE EA 1 * * * + + C2 12
419ALxX3H01  (08+52)

o 3431 -V16-26k3 BRAKE EA 1 * ● * ● ●

419Ao11H01  (0%52)
C2 13

0 KNOB, RHEOSTAT EA 1 ● ● * * ● 14
451 K$IoH01  (08h52)

C2

o 5305-958-~70 SCREW,  MACHl  NE: WELDl  NG GUN EA 3 ● * ●
● * C2 15

SHIELD MTG,  PAN HEAD  SLOTTEO,
NO. 8-36 T!+ SIZE,  2 3/4  IN. LG

MS35224-56  (96906)

20 SHIELO,  POTENT  lOMETER EA 1 C2 16
483A753H01  (c@152)

F 5905-161-3447  ] ~ENTl  METER  AssE~Ly,  DuAL EA 1 * ● ● * ● C2 17
83A752HD1 (08h52  )

o 3431-162-3978 CABLE  ASSEMBLY  CURRENT EA 1 * * * * ● C2 18
310BlkG06 (&52)

o IWSE A$SENf3LY  GAS EA 1 ● ● * * ●

!32c5D6GD6  (@152)
C2 19

20 BoOT:  CURRENT  CAELE  AND CA 1 C2 20
GAS HOSE

419Aoh6H01  (08k52)

o 5325-281-3536 BUSH I W, RUBBER  : CURRENT EA 1 * * ● * * C2 21
CABLE  Ttf?oUGH  WELD I w
GUN SHIELD

282$8 (08h52)

20 SHIELO  ASSENEJLY:  WELD  I W GUN CA 1
8670652G01  (@+52)

C2 22

20 SCREW, LOCK , GUIDE  TUEE EA 1
422A5VGOI  (D8k52  )

C2 23

0 3431-997-2291 TUBE,  GUIDE,  WIRE:  0.030 IN. EA 1 ● * * ● ● C2 24
WIRE DIA

3068172H03  (0~52)

o 3431 -4k6-26kk TUEE, GUIDE,  WIRE: 0.047 EA 1 * * *
IN. WIRE  DIA

+ ● C2 24

30@l 72H09  (O@152  )

o 3~31 -928-2519 NOZZLE,  GAS EA 1 * + ● * *
3118703H03  (@52)

C2 25

20 3431-875-7930 ADAPToR  : GUN  TL!8E TO NoZZLE EA
419ADD3FW  (LX-J52  )

1 * * * ● * C2 26

0 3431-875.7638 WASHER,  INSULATI  W: BARREL  TO EA 1 * * ● * ● C2 27
ADAPTOR

419Afw6F02  (08k52)

o 34jl-875-7637 WASHER,  i NSULAT  I Nci:  BARREL  TO EA 1 * * *
ADAPTOR

● ● C2 28

419AIX16H01  (c8452)

o 5305-582-5807 SCREW,  MACH I NE: GUN BARREL EA 4 * * * ● ●

Hous  I w MTG,  No. 6-32
C2 29

THO  SIZE, 3/8 IN. LG
MS35265-28  (96906)

20 IWJSING,  GUN BARREL EA 1
453A483H01  (@52)

C2 30

?0 I NSULAT  10N  , GUN BARREL EA 1
419AO05H02 (08k52)

C2 31

?0 I NSULATI  ON: GUN BARREL EA 1
419Ao10H01  (08h52)

C2 Y

20 GUN  BARREL  ASSENBLY EA 1
419AO02G02 ( D8JJ52  ) C2 33

C-16



[1) (21 [3) (4) (5) (6) (7) (8) (9) (10)

DESCRIPTION 30-DAY  DS MAINT 30-DAY  G5 MAINT ILLUS.

FEDERAL
ALLOWANCE ALLOWANCE 1.YR DEPOT

w?

TRATION
ALW MAINT

XIOE STOCK QTY (.) (b) (.) (d (b) (.1 PER ALW [.) (b)

NUMBER
USABLE UNIT INC

ON
100 PER

OF IN
REF  NUMBER  & idFR CODE

EQuIP 100
COD E

FIG, ITEM
MEAS UNIT 1-20 21-50 51.100 1.20 21.50 51-100 CNTGY EQuIP NO. NO.

‘o *3M7j-7637 WASHER,  IN2WLATIM:  EM?RCL EA 1 ● * * * * C2 34
TO  SRACKET ASSEMBLY

419AO06HEU  [08@)

‘o 3*31-162-3977 BUSHIN2,  FRONT  WIDE EA 1 * * * * * C2 35
22@A?IW01  (0345?) ,.

‘o 53%-719-5336 SETSiXEWt REAR  CiUIOE  BUSHIM EA 1 * * * * * C2 36
NTG, NEAEILESS  SOCKET  DRIVE,
WF rwNT, m. 8-32 m
SIZE,  1/8 IN. LG

HS51963.33  ( 96906)

20 RfM2,  RETAINlffi:  REAR EA 1 * ● * * * C2 37
GiJlfX  SLISl+l!&l

5209290HD1  (08Li52)

m BUSHING, REAR  GUIDE EA 1 * * * * * Q 9
Whblml  {03452)

m F[TF[~:  GAS  NOSE  MTG EA 1
k19ACI@t#l  @8kW)

C2 39

20 PI H; BRACKET  AMI F lTTlffi  ASSEMBLY EA 1 * * * * * C2 ka
%52AI07HQ1 (08k52)

20 PLUG,  PIPE:  BRACKET  ANO EA 1 C2 &l
FI  TT  1 ffi  ASSEMBLY

~53A757ff51  (@452)

‘o SPRIM2:  BRACKET  At@ fITTlffi CA 1 * * * if * C2 4e

%p~~  [*52)

?0 BEAR  f ffi,  BALLs BRACKET  AND EA 1 * * * * *
FITTlffi  ASSEMBLY

C2 @

kj2AIo&iol  (08$52)

Q 533Q-@l-@93 PACK  I NG,  PFiEFORMEDf  BRACKET  AkV EA 1 * * * * *
FITTIMl  AS2El#BLY

a 44

WM16?IW4  (08152)

o 53@-95@3fJ SCREW,  MACH  I NE: BRACKET  Am EA 1 * fi * * * Cz 45
FITT!NG  ASSEMBLY  MTG,
Ml. 8-3!5  Tt?2  SIZE,  1 1/2 IN. LG

qyq.iyd  (g6g06)

o 53m?i9-333~ SETSCREW:  BRACKET  AFKI FITTI  W CA 1 * * * * * C2 46
ASSEMBLY,  HCAOLESS,  SCCKET
DRIVE,  CUP  POINT,  Nu.  8-32
T!KI SIZE,  1/8 IN. LG

M51963”33 (96*)

o 53m-959”7~35 SCREW,  MACHINE: BEPJ?ING  ARM EA 1 * * * * * C2 47
MTG,  PAM HE#D,  CROSS  RECESS,
KO. IQ-32 THO  SIZE,  5/8 IN, LG

MS35207-2@#  (96906)

20 ~31~y-7$%6 $CREM, NYLON~  13E#tRlffi  ARN EA 1 * * * * *
IOLER  ROLL  Mm

c+! 4%

~2Al@itfJX  (~)

20 WASHER,  I NSULATf  ON:  BEAR  I KG EA 2 Cfi 49
AP# 10LER ROLL  MTG

3mslkmdi  (O@@)

‘a 3&3b879-@5 ROLL, IGLER,  INWLATED: EA 1 * * * * * Cz ‘fro

55?i?k?9T*)

%0 53~7~-2E99 PACK  tNS~ PREFORMED:  BE#R I K EA 1 * * * * * C2 y
ARM  BOLT

Mwz2513-@35  (%*)

20 BOLT, SEARIW  ARM EA
k19Aa25Nol  (08452]

1 w 52”

w &35d375.76w SPRING;  BEARitfi  ARM  BQLT EA 1 * * * * * C2 53
%i9AQ27m  (CJ3k52)

C-17



C-18

——-... — .—. —
- ‘r !2) (3)

FFDERAL DESCRIPTION
SM R

:ODE STOCK
NUMBER

U5A13L  k

ON

H REF NUMBER  & MFR CODE CODt

- . . . —-..———— _.— _ ___

20 3431 =. I 6L2665 ARM, BEARlffi
419A026K12  (D8J152)

20
~ I BRACKET  AND FITTlffi  ASSEMBLY

427c60jG08 (0%52)

’20 I
I

FITTlffi  ASSEMBLY
427 C6D5GOk (0052)

o 5301j+82-5807 SCREW,  MACHINE:  WE1OING  GUN
HANDLE  MTG,  No. 6-32 THD
SIZE,  3/8 IN. LG

MS35265-28  (96906)

o 5y5.382.Lj&J8 SCREW,  MACHINE:  WEIDlffi  GUN
HANDLE  MTG,  NO. 6-32 THD
SIZE,  5/8 IN. LG

MS35265-31  (96906)

o 5305-514-7506 SCREW,  MACHINE:  WELDING  GUN
HANDLE  MTG,  No. 6-32 TI-0
SIZE,  1/4 IN. LG

MS35265-26  (96906)

2F

I I TRIGGER  ASSENBLY:  WELOlffi  GUN
451 A2klGoI  (c@52)

F \ 5305.? 82-8904 SETSCREW:  TRIGGER  ASSEMBLY,
No. 6-32  THc SIZE, 3/8  IN.
LG, NEXAGON  SOCKET  HEAD,

I CUP POINT

I
MS>1021-25  (96906)

2F ‘3431-446-2638

I

WRlffi: TRIGGER  ASSEMBLY
31 D4432H01 (cLlk52)

F 3&31 ..l62.3976 CABLE  ASSEMBLY  PC%AER SIIPPLY
311 B796G05 (08J152)

F 5930-6k6-b619 SWITCH, INCHINS:  WELDING
GuN  HANDLE

Ms25@j-i  (96906)

2F KNIFE,  DISCONNECT:  WELDING  GUN
HANDLE  WIRE CONNECTOR

429C5>OH1O (~52)

F y?jo.-646-k6l9 SWITCH, TRIGGER:  WELDlhKi
GuN  HANOLE

MS25D85-I  (96906)

2F SPRlffi,  FLAT: WELDlffi  GUN
HAFQLE

205  A091H01 (O@+52)

‘F 3k31.163..ol&Q

1

HANDLE  ASSEMBLY:  WELD IE$2 GUN
827c099603 (@152)

F 5310-550.0777 NuT, PLAIN,  HEXAGON:  DRIVE
RAIL TO  WELD  I M GUN MOTOR

{
MTG,  1 4-2o THD  SIZE

MS3569D-  02 (96906)

‘F 5310-582-5965 WASHER, LOCK:  OR I VE ROLL  TO
WELD Iffi  GUN MoToR  MlG,
1/4  IN. SCREW SIZE

MS35338-44  ( 96906)
~ 5310-141-1795 WASHER,  FLAT:  DRIVE ROLL  TO

WELD I ffi GUN MOTOR  MTG, 1/4
IN.  SCREW SIZE

AN960-416  (&?044  )

F 3h31  -160-7879 I ROLL,  DRIVE:  WELDING  GUN  MOTOR
il 9ACID9G03  (o@152 )

F 3431-875-7632 I MOTOR,  ELECTRIC:  WELDl  hG  GUN
42 Y55DG02  (@+52)

F ~ 5910-968-7330 CAPAC  I ToR  : WELD  I F@ GUN  M2TOR
121 P47392sh  (56289)



C-19

(1] I (2) I (3) I (4) I [5) I

“) aiiiiii%

K20

I I
CONTROL  WELDING

b7900i3G01  (c#152)

Po

(20

Po

5wa54971

53fw355-w71

5YJ5-@5-@71

5930-577-22&

593-5-1575

621 O-165-1W

6240-223-91C0

5305-@H558

5920-556-OIQI

yj20-8k3-t?072

5310-045-3294

5%0-156-0691

SCREW,  SELF-TAPPI  ffi, TtflEAD
CUTTING:  TOP  PLATE  TO
WELD  I ffi cOtilROL  NTG,
NO. 6-32 Tli)  SIZE,  3/16  IN. LG

NS246k9-21  ( 969o6)

PLATE TOP:  WE LO  I NG CONTROL
i?&07fuGo4  (DM52)

SCREW, SELF-TAPPI  ~, THREAO
WIT I ffi : BACK  PLATE TO
ktLDI  ~ CONTROL  MTG,
K). 6-32 TND S12E,  3/16  IN. L(3

MS246@-21  (969o6)

PLATE BACK
&707Ji5w05  (@i52)

SCR2W,  SELF-TAPPING,  TtREAD
CUTTI M& FRONT  BOTTCM  PLATC
TO WELD  I ffi CONTROL  NTG,
No.  6-32 Tl@ SIZE,  3/16  IN. LG

ms246k9-21  (96926)

PLATE FRONT,  BOTTW
86707491UJ6  (08452)

WITCH,  ME
NS35~9-23  (969D6  )

SWITCH,  FWiER
wwm-zz  (96*)

LMP ASSEF@LY:  WELD  I Mi CONTROL
h22A5h7N@  (@152)

LIMP,  I NCANOESCENT
GEBIA (O&&j)

SCREW, SELF-TAPPING,  THREAD
CUITl  *: FRON?  TOP  PLATE  TO
WELDlffi CONTROL  MTG,
No. 10-24  Tm SIZE, 3/8 IN. LG

!4s24629-45  (96$06)

PLATE FRONT,  TOP
&7D7&7  (08452)

I+2LDER,  FUSE
3420d (75915)

FUSE:  k AMP,  250v
NS152k9-h  (96906)

fwsc: 1 m, 250v
MS152$9-1  (96906)

NUT,  PLAIN,  HEXAGON:  TRANSFC&WER
NTG, NO. 10-32  TIO  SIZE

MS3565O-102  (96906)

WASHER  , LOCK:  TRANSFORMER
MTG, NO. 10 SCREW SIZE

Ms3533Mi3  (96906)

SCREW,  MACH  I NE : TRANSFORMER  MTG,
NO. 10-32  TFD SIZE, 1/2 IN. LG

14S35224-63 (96X)

TRANSFDRNER:  WZLD  I ffi COt41R01

CA

11111111
1

I IIC3 1

EA

EA

u

EA

EA

EA

EA

EA

EA

EA

EA

EA

EA

EA

EA

EA

EA

LA

EA

k

1

6

1

4

1

1

1

1

1

4

1

3

2

1

4

k

k

1

*

*

●

☛

●

☛

●

●

☛

☛

●

●

☛

●

●

☛

☛

●

●

●

●

☛

●

☛

●

●

☛

●

*

*

●

☛

●

●

☛

●

❉▼

☛

☛

☛

●

☛,... .
- I w3A25ctio,  (08472)  ““ ‘-

1-”’ I “1 I I
‘o 5310-o13-k530 NUT, PLAIN,  NEXk20N: EA 4 * * *

kiILOl  m CONTRQL  REsI  STDiI  MTG,
M. 6-32 TtD  SIZE

MS35~9-62  (96906)

*

*

●

☛

☛

☛

☛

☛

☛

☛

☛

☛

☛

✎

* C3 2

C3 3

* C3 4

C3 5

● C3 6

C3 7

● C3 8

* C3 9

* C3 10

* C3 11

* C3 12

C3 13

C3 I&

* C3 15

* C3 16

* C3 17

● C3 18

* C3 19

s .9 .-



(1)

SM Q

:OOE

‘o

o

0

20

0

20

0

0

0

’20

0

0

20

0

‘o

‘o

‘o

:20

:20

‘o

,2)

FIcIERA1

STOCK
NIJMBEf?

531  O.-O45-4CO7

5310-o13-\530

5310.0+JIO07

59cE-163-3599

5905-161-3445

~ 34~1-162-3Y7k

3b~l-162-3975

[2)

DESCRIPTION
USABLE

ON

REF NUMBER  &MFR CODE CODE

WASHER,  LOCK:  WELOlhG  CONTROL
RESISIOR MTG. NO.  6 SCREW
SIZE

MS35338-41 (96906)

SCREW,  MACHINE: WELDlffi CONTROL
RESISTOR MTG, No. 6-32  Two
SIZE, 3/8 IN. LG

MS35223-28  (96906)

RESISTOR: WELCJlhG  CONTROL
463Ah62H06 (08452)

RECTIFIER:  WELDING  CONTROL
429A062H01  (08A52)

RECEPTACLE:  WELDING  CONTROL
k83A8~lHol (o@+52)

NuT, PLAIN,  HEXAGON:  WELDIK&
CONTROL  RELAY  MTG, NC. 6-32
THD  SIZE

MS356U9-62 (96906)

WASHER,  LOCK:  WELOlffi CONTROL
RELAY  MTG, NO.  6 SCREW SIZE

MS35338-41 (96906)

SCREW.  MACHINE: WELDiffi CONTROL
RELIY MTG, No. 6-32  Tttc  SIZE,
3/8 IN. LG

MS35223-28  (96906)

RELAY:  WELDING  CONTROL
k80B09H03 (o&152)

NuT, IPLAIN, HEXAGON:  WELOlffi
CONTROL  TERMINAL  BLOCK  MTG,
No. 6-32  THO SIZE

Msj5649-62  (969o6)

W#SHER,  LOCK:  WE LL)IN2  CONTROL
TERMINAL  BLOCK  MTG, NO. 6
SCREW SIZE

MS35338-41  (96906)

SCREW,  MACHINE: WELDI!K  CONTROL
TERMINAL  BLOCK  MTG,
No. 6-32  THD  SIZE,
3/4 IN. LG

MS35223-32  (96906)

BLOCK,  TERMINAL: WELDlffi CONTROL
32  B1029H13 (O&+52)

RESISTOR: WELDING  CONTROI.
k50A2Y7H06  (c@52)

RESISTOR: WELDINC  CONTROL
k63A462H07 (o@i52)

CABLE  ASSEMBLY:  WELDING  CONTROL
435c512G01  (@+?2)

CABLE  ASSEMBLY:  WELDING  CONTROL
21c8339G07 (@+52)

E3USHlffi: WELOING  CONTROL  CABLE
427c613H04 (08152)

BusHIffi: WELOIM2  cONTROL  BRACKET
282496 (o@+52)

NUT, PLAIN,  HEXAGON:  BRACKET
MTG, No. 10-32 THD  SIZE

MS3565O-102 (96906)

(4J (3) (OJ ,{,

30.  DAY  DSMAINT 30.  DAy Gs  MAINT

ALLOWANCE ALLOWANCE

QTY (.) (1, ) (c) (.1 ,6, (.;

UNIT INC

OF IN

MEAS UNIT 1.20 21.50 51-100 1-20 21-50 51-130

EA k * * +

EA 4 * ● *

EA 2 * ● *

EA 1

EA 4 * ● ●

EA 1

EA 2 * * *

EA 2 * * ●

EA 2 * * *

EA 1 * * *

EA 2 * * *

EA 2 ● ● ●

EA 2 ● ● ●

EA 1

EA 2 ● * ●

EA 1 * * ●

EA 1 ● * ●

EA 1 * * *

EA 2

EA 1

EA 2 * * ●

,0, ,7

! YR DEPOT
ALW MA:NT
PEE ALW

100 PER

EQUIP 100

CNTGY kOUIP

● *

* *

● ●

● ●

* #

* ●

● *

* *

● ●

* ●

● ●

* *

● *

* *

● ●

● ●

lLLu5-

T2ATION

:

,., ,b~

FIG ITEM

NO NO

C3  22

C3  23

C3  24

c~ 25

C3 26

C3 27

c~ 28

C3 29

C3 30

C3 31

C3 32

C3 33

C3 34

C3 35

C3 36

C3 37

C3 38

C3 35

C3 4C

C3 41

c~ b2

C-20

Logsa LOGSA
5310-013-4530

Logsa LOGSA
5310-045-4007

Logsa LOGSA
5305-543-2188

Logsa LOGSA
5905-161-3446

Logsa LOGSA
5305-855-0971



.—
(

:7 !:)) (3) (4) (5) (6) !7) (8) 19 ) (10)

DESCRIPTION
30- DA’Y DS MAINT 30. DAY GS MA, N1

FEDERAL

I

lLL.l!S-
ALLOWANCE t Yl? ~j~p*~

4!. LO WANCF
WR

TRATION
—— ALW

COD E STOCK

+

(.l (b) (.) (.1

“r-

MAIN1 --

QTY -m [c) PER ALW (u) [b)

NUMBER
U5Ai3LE UNIT INC

ON
100 PER I

OF IN
REF  NUMBER  & MFR CODE

I: QL1, P 100
CODE

FIG. ITEM
MEAS UNIT 1.20 ?1.50 5!-  100 1.20 2! xl S1.  ioo (NTGY EQIJIP NO, NO

------ .— —

Po 53 T0-d5.3296 WASHER, LOCK:  BRACKET  MTG, EA 2 * * * * * Cj q
NO. 10 SCREW SIZE

MS35338J13  (96906)

Po SCREW,  MACHINE:  BRACKET  MTG, EA 2 * * * * * c~ k4
No. 10-32 THD  SIZE,  1/2 IN. LG

MS3522+-63  (96906)

Km BRACKET: RECTIFIER,  RELAY  At@ EA 1 C3 45
TEF&tl  NAL BLOCK  NTG

8670749t+02  (C$*52)

Po 5305J355-0958 SCREW,  SELF-TAPPING,  THREAIJ EA k * * *
FORMING:  BRAcKET TO  WfLDIt+3

* *, c~ 46

CONTROL  BAsE MTG,  NO. 1o-z4
TIQ  SIZE,  3/8 IN. LG

MS2J6z9-k5  (96906)

t20 BRAcKET:  WELOltG CONTROL  BASE EA 1
867D749ND3  (o#i52)

C3 q

x2F BASE,  U-SHAPEO EA 1
&707~9H01 (08152)

C3 48

GROUP 03 - MISCELLANEOUS  CLBiPfJNENTS

20 53&0-912  -bGi% PAOLOCK  SET: TOOL  BoX EA 1 * * * * * ck 1
MS21313-162  (96906)

JO 5310-088-1251 NUT, SELF-LOCKING,  HEXAGON:  TOOL EA 6 ● * * * it C4 2
BOX  MTG,  1/4-20  THO SIZE

MS51922-1  (96$06)

so 5310-@J-@8 WASHIR, FLAT: TOOL  BOX MTG, EA 6 * * * * *
1/4 IN. SCREW SIZE

C4 3

MS27183-10  (96906)

JO 5305-071 -22~1 SCREW,  CAP, HEXAGON  HEAO:  TOOL
~x MTG,  l/~-20  T10  SIZE,

EA 6 * * * * * C4 4

1 1/4 IN. LG
Ms5#725-Io  (969Q6)

(20 FLOOR,  BOX:  TOOL  BOX, LH FENDER EA 1
13217  E3322 [97k03)

Ck 5

Z20 BOX,  ToOL: LH  FCNOER EA 1 C4 6
13217E3313  (97103)

10 5310-C@8-1251 NuT, SELF-LOCK  I’NG, HEXAGON: EA 12 * * * C4 7
TOOL  BOX MTG,  l/&20 TM SIZE

* *

MS51922-1  (96906)

‘o 531o-2Q9JIo38 WASHCR, FLAT: TOOL  EioX  NTG, EA 12 * * * cl 8
I/b IN. SCREh SIZE

* *

MS27I83-10  (969D6)

Po 53G5-071  -22kl SCREW,  CAP, HEXAGON  HEAD: TOOL CA 12 * * * Ck 9
BoX  MTCi,  1/4-20 TtO SIZE,

+ *

1 1/4 IN. LG
MSY3725-10  (969D6)

K20 FLOOR,  BOX:  TOOL  BOX,  FRONT EA 2
13217  E3321 (97103)

C4 10

*2O BoX, TOOL:  FRONT EA 2 Ck 11
13217  E3j12  (97403)

JO 531 O-M-1251 NuT, SELF-LOCKING,  HEXAGON:  TOOL EA 8 * * * C4 12
BoX MTG,  1/4-20 TtD  SIZE

* *

MS51922-1  (96926)

so 5310-&9-bc58 WASHER,  FLAT: TOOL  BOX MTG, EA 8 * * * C4 13
1/! IN. SCREW  SIZE

* *

NS27183-10  (96906)

?0 5305  -071  -22b1 SCREW, CAP,  HEXAGON  HEAD: TOOL EA 8 * * *
BOX  NTG, 1/4-20 T10  SIZE,

* * Ck 14

1 I/k IN. LG
NS9D725-10  (96906)

C-21



(7] (2) (3) (4) (5) (6) (7) (8) (91 [101

DESCRIPTION 30. DAY DS MAINT 30. DAY GS MAINT lLLu S-

FEDERAL ALLOWANCE ALLOWANCE I-YR

SMR

DEPOT TRATION
MAINT

STOCK
ALW

CODE QTY (.) (b) (=) (.) (b) (.1 PER ALW (.1 (b)

NUMBER USABLE UNIT INC I 00 PER
ON ~~ ,~

REF  NUMBER  & MFR CODE
EQuIP 100 FIG, ITEM

CODE MEAS UNIT 1.20 21.50 51-100 1.20 2)-50 51.100 CNTGY EQUIP NO NO

[,20 FLOOR,  BOX: TOOL  BOX,  RH FENDER EA 1 C4 15
13217E3323  (97h03)

(20 BOX,  TOOL:  RH FENOER EA 1
ly17EyJk  (97403)

C4 16

‘o 5310-C@&1251 NUT, SELF-LOCKI!G,  HEXAGON: EA 8 * ● * CLI 17
REFLECTOR  MTG,  1/4-20 Tt#J SIZE

● *

MS51922-1  (96906)

~o 53wxJ3-0501 SCREW,  CAP, HEXAGON  HITAO: CA 8 ● * ● C4 18
REFLECT(3?  MTG,  l/k-20  T10

● ●

SIZE, 5/8 IN. LG
MS$A0725-5  (96906)

20 9905-zoz-3639 REFLECTOR  AWER EA 4 ● * ● ● ● C4 19
MS35~7-2 (96906)

‘o 5310-088-1251 NUT, SELF-LOCKING,  HEXAGONa EA 8 * ● ● C4 20
REFLECTOR  MTG,  l/k.20 THO  SIZE

● ●

MS51922.1  (Y$06)

‘o 5305-068-0501 SCREW,  CAP, HEXAGON  HEAO: EA 8 ● ● ● ● ● Ch 21
REFLECTOR  MTG,  I/4-20  TIW
SIZE,  5/8 IN. LG

MS~725-5  (96906)

’20 99Q5-205.2795 REFLECTOR  RED EA b ● * ● ● ●

MS35387.1  (96906)
C4 22

C-22



C-23

F i g u r e  C - 1 . Tool Boxes and Reflectors



Figure C-2. Welding Gun

C-24



Figure C-3. Control Monitor

C-25



F igu re  C-4 .  We ld ing  Mach ine  and  T ra i l e r  Body

C-26



.?!TocK  NUMaCR

233C-B98-67BJ
395-071-2241
3431-l&G-7R7’3
3431-163-7885
3431-162-3974
3431-162-3375
3431–162-3~76
3431-162-39?7
3431-162-3978
3431 -163- f31q0
-3+3  L-164-2655
3431-164-2666
3431-253-0558
3431-446-263$3
3431-446-2643
3431-446-2644
3431-?J75-7632
3431-6?s-7637

?431-U75-7’53B
3431-875-7645
363L-875-?646
3431-975-?’551
3431-875-7652
343L-i375-7~30
3431-’328-2519
3431-935-7%22
3+31-W7-22QL
~JIO-16&135$3
401O-161-P563

4$i35-87C-76ftfJ
5305-,066-0501

Section IX. lNDEX-FEDERAL STOCK NUMBER AND REFERENCE NUMBER
CROSS-REFERENCE TO FIGURE AND ITEM NUMBER

FI QURE
&

cl
C4
C2
C2
C3
C3
C2
C2
C2
C2
C2
C2
cl
C2
C2
C2
C2
C2
C2
C2
C2
C2
C2

:;

:;
C2
c1
cl
cl
cl
c1
C2
C4
C4
cl
c1
c1

i TCM
No.

43
14
72

2
39
39
+ 3
35
18
58
?4

7
11
62
13
24
73
28
34
27
50
48
12

5
26
25

1
2.?
33
33
43
+0
~z
53
1$
21

1:
17

STOCK  NUMBER

5319-:188-1251

531O-107-M71
Z31O-I41-1795
5310-167-0916
5310-167-982)
5310-1s4-!3971
53~ o-550-*777

53~9-5e2-5Q65
531  O-768 -O31Q

531’)  -3 C9-4258

5310-’259-7400
5310-984-3906
5315-’33q-5R2l

5325-281-?536
5330-641-3s93
5330-762-2?q?

5349-912-4993
5q95-161-3445
~90E-161-3446
5905-  1,+1-3647
5~o!T-lE3-35Qe
5910-968-733)
CQ20-55f>-~L/+~
5?zo-q43-8$]72
5c30-577-2?35
5930 -5~6-461Q

5933-65?-1575
5950-156-0691
b210-165-l+f36
52+0-223-9100
~905-202-363Q
QV35-2C17-27J5

FI GURC
No.

C4
C4
c1
C2
r2
Cz
c1
C2
C2
CL
cl

C2
C2
C4
C3
C3
C2
C,3
C2
C3
c?

c. 3
C2
C2
C3
C3
r3
C3
C4
C4

C-27

LOGSA
5305 - 068 - 0511

LOGSA
 



Section lX. INDEX-FEDERAL STOCK NUMBER AND REFERENCE NUMBER

RcI_ERENc  E
No.

4N~60-416
/iN960-516
AN960-6
GEt31A
LTO-300
ifs15249-L
4S15249-4
MS21313-li52
MS24629-45

MS24b49-21

MS24,54?-24
~S24665-351

MS250E5-1

MS27183-If3

vS27123-14
MT2’45]3-OOE

VS3505’3-22
9s 35059-23
MS35296-296
!4S35207-251
!4S35207-264
YS35223-29

MS352<5-31
MS353?3-1J2
MS3533&-1)3
~s3533~-/+l

M53553R-+3

M:3533R-44
M$353Q7-I
Ms353e7-2
t4s35~~9-42

!-iS3j650-102

ws355~o-40?
Ms?5Rlo-3&

,MS51O,?!-25
MS51<?72-1

YS51922-17

YSC  1322-5
~~q~,>zz-q

MS51963-33

i.ls51?67-14

MS53028-1
MS90725-10

MS93725-5

14S90725-64

CROSS-REFERENCE TO FIGURE AND ITEM NUMBER

FI Q
NO.

C2
C2
C2
C3
c1
C3
C3
C4
C3
C3
C3
C3
C3
C3
~?

cl
cl
C2
C2
C4
C4
C4
cl
C2
C2
C3
C3
C2
C2
C2
C3
C3
C3
C2
C7
C3
C2
C2
C2
C2
cl
c1
C2
(-3
C3
C3
C3
C3
C2
C4
C4
C3
C3
C3
C3
C3
C2
cl
c1
C2
(; 4
CL

C4
C4
C4
c1
cl
c1
cl
c1
c1
C2
C2
cl
c1
cl
C4
C4
C4
C4
C4
cl

ITEM
No.—

71
f!

11
11
11
16
15

1
12
4b

2
4

2:
9

?7
34
54
.56

3
f?

13
10

4
51

9
9
6

~f

47
23
30
34
~lj
1$
44
~d
2C
57
58

9

3
10
22
2$
33
~o

43
70
22
1?

21
28
32
17
42
5?
Zq
35
61

2
7

12
17
20
16
18
20
22

6
24
36
46
30
37
43

k
c

14
18

21
2

No.

MS’?(J729-55
N4S31>4-6-1  )
RRC271TYPEI  II
Q?c271Typ  E1vc  Ltsf$
SPIJ
l~lP473Q2s4

1321  >E7326

13217E3311
13217E3312
13217E3313
13217  F3314
1321763315
13217E3315
13217F3320-I

13217E3320-2
13?17E3321
13217  ~3322
13217  E3323
:3?17E~324

205?.O’-1HO1
21 CP33~G07
22.)9  A~3HJl
282493

336a  172n)3
306  P172ti  O@
3104432H01
3L)Rl~lH94
3108I4?GO6
31~~7’J3~(J3

311R706GOK
32qlo2@H13
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