' 8. Clean up throttle disc by rubbing both sides on
emery cloth on a flat plate and clean'edge of the
disc- all around, being careful not to round the cor-
ners or cut into the metal.

4, Clean out idle holes in throttle barrel next to
the disc with proper size drills of clean-up tool set
described on Page 61. Proper sizes for both holes are
listed in “Carburetor Specifications,” Page 61.

5. Clean out the slot of all models by inserting
tool with .009” blade through slot between the two
idle holes.

6. Clean out idle channels with #42 drill. When
cleaning vertical idle channel do not completely bot-
tom drill as doing so may damage low speed needle
seat.

7. Clean out low speed (idle) needle valve seat
hole with correct size drill. The M-64, M-65, M-84,
M-88, M-90, and M-97 carburetors are cleaned with
#53L drill. The M-641 is clecned with #53L#2 drill
which has a smaller handle. (This tool has two rings
around its handle).

8. Blow out all channels and holes with com-
pressed air and wash all parts in gasoline.

9. Reassemble parts, being sure lift lever spring
seat (washer) is between the spring and carburetor
body when assembling the low speed lift lever and
needle valve assembly back into place. This spring
seat or washer limits the air bleed to the idle system
and must be in place; otherwise carburetor cannot
be adjusted for satisfactory engine idling.

Be sure throttle disc is properly assembled in
barrel and closes off tight..Have correct side of disc
up or toward flange and with the lines previously
scratched lining up with each other exactly. Push up
shaft collar (on throttle shaft) firmly against body
before tightening throttle disc screws. Throttle lever
should be clamped to shaft with disc wide open, with
throttle lever “wide-open” stop against body lug and
with wear take-up spring between throttle lever and
bearing.

Attention to Carburetor Bowl

10. If carburetor bowl continually leaks or runs
over, remove it from carburetor body and first re-
move all dirt by cleaning it out with gasoline and
compressed air. Hold bowl up-side-down so that
float valve closes and suck on bottom of float valve
seat. Valve and seat should hold this suction. If
valve and seat leak after repeated testing, replace
with new float valve and float valve seat.

11. If float is damaged or “logged” replace with
a new one. Remove old float by cutting seal around
float screw which fastens float to float lever. This
seal can be cut with a pocket knife. Remove float
screw and assemble new float to lever. This should
be done with float valve, float valve lever. float
hinge pin and screws, float valve seat and gasket
assembled in bowl. Before tightening float screw
securely, adjust as follows: Looking down on bowl
with gasoline inlet side away from you, pull float
toward you to the limit of slot in float lever and
about %" to left of center line. This provides nec-
essary body clearance. Tighten float screw and
cement top of float screw to float with Dupont House-
hold Cement, with a mixture of celluloid dissolved in
acetone, or with thick shellac. When cement has
dried thoroughly, check float height and adjust as
explained in 12.

12. Check float level and, if necessary, reset to
Y4”. Measure directly opposite float lever with bowl
held up-side-down (top of float to top of bowl). When
readjusting carburetor float, do not attempt to do so
by simply bending float lever upward in some man-
ner, without disassembling from bowl. Readjusting
in this monner bends and spreads fingers between
which head of float needle fits, and thus develops
lost motion between float and needle. Float and lever
assembly should be removed from bowl, and lever
then bent as required.

Before reassembling, see that needle head is «a
good free fit between lever fingers with not more
than approximately .003” play. This clearance can
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also be checked after lever is assembled in bowl,
by carefully placing a small screw driver or a small
rod against the valve head in such a position that
it will hold the valve firmly against the seat and yet
not bind the lever. Moving the lever up and down
will then show the amount of actual clearance be-
tween the valve head and fingers. If this clearance
is excessive, the float mechanism will not feed prop-
erly. After assembling note that float is approxi-
mately square with top of bowl.

13. Bowl drain plug now being used in Model “M"
carburetors can be removed for quick flushing of
bowl. Before removing this plug, turn off gasoline
at tanks. Be sure to pull this screw up tight when
replacing.

Carburetor Adjustments Provided

A needle is provided to right of carburetor air
intake end for variable low speed adjustment. Most
military model carburetors have fixed high speed
jet as listed in the specifications below. This applies
to Models M-64, M-65, M-84, M-88, M-90 and M-97.
Fixed high speed mixiure in these carburetors is
effected by replacing one of the small drill hole
plugs, near lower end of carburetor body, with spe-
cial jet plug. Size of hole in jet plug varies with
carburetors of different models. Bear in mind, how-
ever, that this special jet plug cannot be duplicated
by simply drilling a hole with a drill of ceriain size
through one of the regular drill hole plugs; several
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plugs drilled with same drill will vary considerably
in the amount of fuel they flow. Therefore, each jet
made at carburetor factory must be tested individ-
ually on a flow meter to be sure of uniform flow
or in other words, uniform carburetor adjustment.
In no case should jets be manufactured or re-drilled
to different size. If a new jet is needed, order by
number from manufacturer.

All fixed jets are numbered on the face next to
the screw slot. Be very careful in handling. Partic-
ularly do not mar screw driver slot. Use a screw
driver blade that fits slot and pull up jet so that the
taper end of jet seats lightly in carburetor body.
Always place fixed jet in carburetor body hole point-
ing to rear of motorcycle.

After a carburetor has been apart for clean-up
service, readjust it according to instructions applying
to carburetor that is badly out of adjustment (see
“Adjusting Carburetor,” Page 23). 5

To set the high speed adjustment on the M:641
model, see the instructions given in the note about
this model on Page 59. 2

Carburetor Clean-up Tools

A complete kit of carburetor clean-up tools, includ-
ing all drills and slot cleaners, required for Army
motorcycle carburetors, is available (manufacturer’s
number 12012-38). This kit does not include tools for
disassembling and assembling carburetors.

Carburetor Specifications

Model Small Idle Hole Idle Hole

(Stamped Venturi Nearest Mani- Farthest From Slot Fixed

in Top of Size fold-Flange Manifold Flange Width Jet

Carb. Body) (Drill Size) (Drill Size) Number
M-64 1" #70 #55 .009” #4
M-65 134" #70 #55 .009” #5
M-84 145" #70 #55 .009” #5
M-88 a7 #70 #55 .008” #1
M-90 18 #70 #55 .009” #1
M-97 14" #72 #55 .009” #5
M-641 = #70 #55 .009” e
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TRANSMISSION—SHOWING ALL PARTS IN CORRECT ORDER OF ASSEMBLY

Nlustrctions 51 and 52 are of the 1941 and later transmission and clutch. 1940 transmission and
clutch are almost identical in general construction and assembly. The few differences in parts and
adjusting specifications are fully explained in the following parts list and overhauling instructions.






