
CAUTION:   REMOVE MAGAZINE AND VISUALLY CHECK CHAMBER TO 

ENSURE THAT FIREARM IS UNLOADED.

These instructions outline the process of removing an existing JP-5™ barrel and proper 
installation a new one.  This kit includes the Barrel, Jam Nut, Barrel Cross Pin and Jam Nut 
Tool if you ordered one.  

You will need the following tools for the installation:

●  Vise			   ●  Top rail vise clamps
●  3/8” drive torque wrench	 ●  JP Universal Vise Clamps (recommended)
●  7/8” open-ended wrench	 ●  Feeler gauges (specifically .018” and .019”)
●  Anti-seize			   ●  Gold permanent market or engraving pen
●  Loctite® 271 (Red)

This installation involves setting a precision bolt gap which is critical for reliable firearm 
function. Some mechanical aptitude is required for a successful installation.

BARREL REMOVAL

1.	 Lock the upper receiver in a set of JP Vise Clamps, 
suitable action block or other means while taking 
care not to crush the receiver. If you do not have 
one of these options available, securing the 
receiver by its side flats with minimal pressure is 
the next best option but may result in cosmetic 
damage.

2.	 Remove the hand guard and barrel nut completely 
from the upper receiver (consult hand guard 
instructions), and remove the bolt carrier group.

3.	 Use the 7/8” open-ended wrench to thread the old Barrel out of the trunnion.

Product:  
JPSMK928JP5

Page: 1/3 J P  E N T E R P R I S E S  

JP-5™ REPLACEMENT BARREL

                                                 WWW.JPRIFLES.COM

P.O. BOX 378, HUGO, MN 55038  |  VOICE: 651-426-9196  |  FAX: 651-426-2472

Rev. 02.26

JAM NUT TOOL

PO DESCRIPTION:
MANUFACTURE JP SMJP5-JAMNUT-TOOL
(JP5 JAM NUT SPANNER WRENCH TOOL)

PER:
DRAWING:  SMJP5-JAMNUT-TOOL REV A

(1) MATERIAL: 4130 STEEL
VENDOR TO SUPPLY MATERIAL CERTS WITH EACH SHIPMENT.

(2) FINISHING: ALL SURFACES TO BE 63 MICRO INCH OR BETTER UNLESS 
OTHERWISE SPECIFIED. NOTE THAT ALL EXTERIOR SURFACES ARE 
COSMETIC AND MACHINE LINES MUST BE EVEN AND UNIFORM.

(3) BREAK ALL EDGES .010 MAX UNLESS OTHERWISE SPECIFIED. NO 
SHARPS ALLOWED AFTER METAL FINISHING.

(4) HEAT TREATMENT: HEAT TREAT AFTER MACHINING TO 30-36HRC.  
VENDOR TO PROVIDE HEAT TREATMENT CERTS.
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SMJP5-JAMNUT-TOOL REV A
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UNLESS OTHERWISE SPECIFIED: THE INFORMATION CONTAINED IN THIS DRAWING IS THE SOLE  
PROPERTY OF JP ENTERPRISES, INC.  ANY REPRODUCTION IN PART OR 
AS A WHOLE WITHOUT THE  WRITTEN PERMISSION OF JP ENTERPRISES,  
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WARNING: THIS DOCUMENT, WHICH INCLUDES ANY ATTACHMENTS 
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VIOLATION OF THE LAW.



BOLT GAP

Bolt Gap:
The bolt gap is a indirect measurement of the roller engagement of the bolt carrier group into 
the trunnion/extension.  This engagement is critical as it must be controlled to ensure the 
correct purchase of the rollers into the roller grooves in the trunnion/extension.  Every JP5 is 
setup with a roller gap of .017-.018, but as the rollers, lock piece, bolt and trunnion wear this 
gap will decrease over time.  At this point replacement rollers can be swapped out that are 
larger or smaller to adjust this gap back into an acceptable range.   Ideally, bolt gap should 
measure .017-.018, but should after wear fall into a range of .010-.020.  

This can be measured with the upper assembly by itself.  We recommend removing the firing 
pin and firing pin spring.  Then while applying even pressure to the rear of the carrier use 
feeler gages to measure the gap from the lock piece bearing surface on the carrier to the 
rear of the bolt.  This can be done on the right side of the bolt as shown.
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SETTING TRUNNION AND JAM NUT TENSION

1.	 Disassemble the bolt carrier group, and thoroughly clean the following components of 
any old thread locker, oil, obstructions, grit or particulate to ensure a clean installation:

	 ●  Upper receiver (internal)		  ●  Trunnion interior and threads
	 ●  New Barrel face and threads	 ●  New Jam Nut
	 ●  All bolt carrier components

2.	 Reassemble the bolt carrier group assembly 
dry with the firing pin and firing pin spring 
removed.

3.	 Thread the new Jam Nut with the cross holes 
toward the muzzle onto the new Barrel until 
bottoms.

4.	 Thread the Barrel assembly into the trunnion 
until the Jam Nut bottoms on the trunnion 
collar.

5.	 Use the torque wrench with the Jam Nut Tool to torque the Jam Nut to 55 ft-lbs.

	 This process ensures the Jam Nut and trunnion are under proper tension in final assembly.  
If this step is skipped, friction between the trunnion and upper receiver can interfere with 
achieving the correct final torque value.

6.	 Use the 7/8” wrench open-ended wrench to back the Barrel Assembly out one full 
rotation.
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JP BILL OF MATERIALS FOR SM9JP5-(ALL) HEAD SPACE ASSEMBLY (JP5 BARREL AND BOLT ASSEMBLY):

THIS ASSEMBLY IS INTENDED TO ALLOW THE HEAD SPACING OF BOLTS TO BARRELS AND THE FINAL DRILLING 
AND PINING OF THE JAM NUT TO THE BARREL.  THIS SUBASSEMBLY CAN POTENTIALLY BE STORED IN THIS STATE 
AND INSTALLED IN A UPPER RECEIVER LATER.
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REFERENCE PART SPECIAL POST 
PROCESS QUANTITY PART #

A JP SUPER MATCH BARREL FOR JP5 ASSEMBLY WITH JAM NUT AND ROLL PIN N/A 1 SM9JP5-(ALL) ASSEMBLY
B JP5 BARREL EXTENSION OR TRUNNION N/A 1 BXJP5
C JP5 BOLT CARRIER ASSEMBLY N/A 1 BCJP5-(ALL) ASSEMBLY
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BOLT GAP ADJUSTMENT

1.	 Remove the upper receiver from the vise and secure in the top rail vise jaws.

2.	 Install the dry bolt carrier group with the firing pin and firing pin spring removed.

3.	 If your feeler gauges are long enough, install the lower receiver and measure the bolt gap 
through the magazine well.  If your feeler gauges are not long enough, you will need to 
apply even pressure to push the bolt carrier forward without pushing it to one side.  This 
lateral force will change the bolt gap measurement.

4.	 Adjust the bolt gap by turning the Barrel in or out of the trunnion.  Turning the Barrel 
in (clockwise) increases bolt gap, turning it out (counterclockwise) decreases bolt gap. 
Adjust the Barrel position until the bolt gap is .018-.019”.  The bolt gap is defined as the 
smallest feeler gauge which has friction/drag when inserted and removed between the 
bolt and the bolt carrier. 

5.	 Once the bolt gap is precisely .018-.019”, use the Jam Nut Tool without a wrench to snug 
the Jam Nut against the trunnion hand tight without letting the Barrel rotate to secure 
this setting.  Confirm the bolt gap is still .018-.019 after hand tightening the Jam Nut. 

6.	 With the .018-.019” bolt gap achieved and the Jam Nut hand tight, use a gold sharpie 
or engraving pen to apply a clear witness mark across the seams between the trunnion, 
and the Jam Nut, and the Jam Nut and the Barrel.  The witness marks allow for quick 
realignment of components to the correct bolt gap during final installation.  

FINAL INSTALLATION 

The final installation involves the use of the Loctite®.  You may want to attempt a dry run  
without thread locker to ensure you can perform the steps confidently within the cure time.

1.	 Remove the Barrel assembly from the trunnion. 

2. 	 Apply a small amount of anti-seize to the trunnion threads.

3.	 Noting the position of the Jam Nut, back it out to expose the threads underneath.

4.	 Apply a small amount of Loctite® 271 only to the threads that engage with the Jam Nut. 

5.	 Return the Jam Nut to its previous position with the witness marks aligned.

6.	 Carefully thread the JP-5™  into the trunnion until your witness marks realign on all three 
components back to their original position during the dry run.
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7.	 Reconfirm your bolt gap before proceeding.

8.	 Use the torque wrench and Jam Nut Tool on the Jam Nut while using the 7/8 open 
ended wrench on the Barrel to counter-torque.  Slowly and smoothly torque the 
Jam Nut to 45 ft-lbs.  while using the open ended wrench to keep the Barrel from 
rotating.

9.	 Reconfirm that the bolt gap is between .018-.019”.  If it has moved to outside of 
.018-.019”, loosen the Jam Nut, and you may be able to return to step 5 and make 
a second attempt before Loctite cures.  Take care to prevent Barrel rotation during 
torquing the Jam Nut.  If the Loctite is already curing, remove the Barrel and Jam 
Nut, clean the Loctite and anti-seize off, and return to the Bolt Gap Adjustment 
section to try again. 

10.	 The optional Barrel Cross Pin can be installed to pin the Jam Nut to the Barrel 
at this time.  This step requires a milling machine and carbide tooling, and is 
recommended for a gunsmith to perform.

11.	 Allow 24 hours for the Loctite to cure. 

12.	 Install muzzle device, and pin and weld if necessary.  Note: If more than 40 ft-lb is 
required for your muzzle device installation, secure the Barrel with a barrel vise so 
you do not change your bolt gap.

13.	 Install barrel nut and hand guard (refer to handguard instructions).

14.	 Reassemble the bolt carrier group with the firing pin and firing pin spring, reapply 
oil, and install in the upper receiver.


