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THE 20TH ALL THOMPSON
SHOW AND SHOOT

IS SCHEDULED FOR
AUG 5-6,2011 SEE PAGE 10

HOW DO YOU KEEP A MARINE BUSY ALL DAY?
GIVE HIM A BOX OF ALL BLACK CRAYONS AND TELL HIM

TO COLOR INSIDE THE BLACK LINES.
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COMMANDO ARMS LTD

In the 1970-1980s, a company by the name of Commando Arms Ltd, began to fill a desire for a Thompson
Submachine gun. Commando introduced a new look alike that everyone could own, because it would be a
semiautomatic only firearm. At this time Auto-Ordnance, West Hurley had not produced the Model of 1927A1
(First production occurred in 1975).

Commando’s first attempt was the Commando Mark II, which was produced as a kit made of a cast pot metal
frame into which a customer could fit a M1 Carbine. At the time M1 carbines were readily available and cheap.
To create the unique Thompson buttstock profile on the new Commando Mark II, a WWII surplus Thompson
buttstock was installed. Two different versions of the cast frame were made. One style for each of the M1928
and the M1 Thompson stocks.

The casting was modified in the rear to extend into the buttstock for the M1928 (The wood was screwed to the

ABOVE: LEFT HAND VIEW OF M1 STYLE ABOVE AND M1928 BELOW MARK II
FRAMES.

ABOVE: RIGHTHAND VIEW OF M1 STYLE ABOVE AND M1928 BELOW MARK II
FRAMES.
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frame and was not detachable.) or it was cut off to create the stock mounting for the M1 wood.

Commando Arms later created the Commando III which was a complete firearm, chambered in .45ACP. This
version uses M3 Grease Gun magazines and was widely advertised with the latest “Aimpoint” sights and scopes
as options.

The Commando Arms versions of firearms just could not compete with the West Hurley advertising and produc-
tion of the Model of 1927A1. As bad as the quality was on the West Hurley guns it was still better looking than
the Commando.

Today, Commando Arms Ltd, is out of business, but you can still find their firearms around at various gun
shows or dealers. Value is low. Most guns sell for less that $500 and the Mark II frames sell for $250 without
the M1 carbine.

ABOVE: CLOSE UP OF THE RECEIVER MARKINGS

ABOVE: BOTTOM VIEW SHOWING STOCK ATTACHMENTS

ABOVE: TOP VIEW SHOWING STOCK ATTACHMENTS. NOTE HOW THE FRAME
FITS INTO THE M1928 STOCK TO FILL THE STOCK SLIDE AREA.
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ADVERTISEMENT FOR THE COMMAND ARMS LTD., MARK III FIREARMS.

TOM DAVIS’ ARTICLE ON
SWEDISH THOMPSONS

Congratulations to Tom Davis who
recently had his article on “Colt
Thompsons in Swedish Service” (page
289, The Ultimate Thompson Book)
picked up and published in the Swedish
arms collecting “Gothia Arms Historical
Society Annual Magazine 2010-2011.”

Best part is you can read it in the Ulti-
mate Thompson Book and not have to
translate it.

COVER OF ANNUAL

TITLE PAGE FOR ARTICLE
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AUTO-ORDNANCE GREENWICH, CONN
TOOL DIVISION

When Russell Maguire bought Auto-Ordnance and started to establish the first factory at Bridgeport, Conn., the
clouds of war were already plainly visible. Maguire realized that one of the problems with his production needs
was going to be finding and hiring skilled tool makers and craftsman. Without tool makers nothing would be
made in the factory.

His solution was to buy an existing company in Bridgeport named “The Willard Tool Company.” The company
was owned by George Johnson and was located at 54 Brothwell Street in Bridgeport. (credit Bill Menosky/1943
Bridgeport Post) Buying Willard Tool allowed the Bridgeport facility to quickly begin production of the gages

and tooling necessary for the production of Thompson Submachine Guns.

As described in the Iron Age Article (reprinted in the Ultimate Thompson Book page 238.) :

The gauge-making department is separate from the tool shop, though adjacent to it. Much of the equipment here is
new, including a thread grinder and a battery of small surface grinders. Many of the inspection gauges made here

BACK, FRONT AND SIDE VIEWS OF THE THOMPSON MILLING FIXTURE.
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are of the jig type, and incorporate two or three flush pin plugs to check the relationship of various surfaces on
odd-shaped pieces. All kinds of Go and Not Go snap gauges are made up. There are complete facilities for check-
ing gauges, including protection apparatus.

Gauge Control

Gauge control is exceedingly important in a plant such as this one, manufacturing interchangeable parts. A sepa-
rate department had been set up to control gauges and gauge tolerances have been established independently,
although necessarily in line with government standards. As experience is built up in actual inspection work, the
frequency with which working gauges are brought into the gauge laboratory for recheck is revised from time to
time. Obviously, some gauges wear rapidly and others last much longer, depending upon the application and
gauge tolerance.

As on all government Ordnance work, the unilateral system of gauge tolerances is followed, that is, the limits on
the work encompass all gauge tolerances. In other words, all high-limit gauge tolerances are negative and all low-
limit gauge tolerances are positive. The gauge tolerance for a “Not Go” plug is always taken on the negativf,side,
for example and on a “Not Go” ling gauge on the positive side. In commercial work the tolerance zone on the
gauge more often is centered about the upper or lower limit on the work. Ordnance engineers contend that the
unilateral system is more scientific than the commercial, bilateral system, and more positively assures the produc-
tion of interchangeable parts.

Aside from process inspection throughout the plant, there is a final inspection area under a different head to assure
interchangeability of parts. This final inspection is independent of U.S. Ordnance inspection which gives a further
check. Both plant inspection supervisors report to the production managers. Incidentally the supervisor of the tool
and gauge department reports directly to the works manager and as far as the production department is concerned
this tool department acts as an outside supplier. Final inspection of the product after assembly includes proof
firing to test for proper functioning of the gun and a test for accuracy of fire in a machine mount.

Acting as an “outside supplier” would not be hard to do for a separate company.

By 1942, the Tool Division, as it was now called was moved to Greenwich, Conn. and combined with other
Maguire companies into a new facility at 342 West Putnam Ave. This is further described in the book “Tommy” by
Frederic Willis:

AUTO-ORDNANCE GREENWICH, CONN Research and Development

On May 1, 1942 your company leased a building consisting of 30,000 square feet at Greenwich, Connecticut, for
its  research and development laboratory. The building was promptly revamped and equipped into a modern
research and  development laboratory. In September, 1942, the space was increased to 45,000 square feet by the
construction of a  third floor. The work was departmentalized into the following categories of operation: Ordnance
Division, Electronics  Division,  Thompson Tool Division, Food Processing Division and Chemistry Division, with
adequate facilities for  drafting rooms and administration.

The Thompson Tool Division has been fully set up and in operation in the Greenwich plant since September, 1942
and  has  not  only  continued  to  supply  Bridgeport  with  some  of  the  necessary  cutters,  gauges  and  fixtures
for  gun  manufacture, but has accomplished creditable results in the completion and sale of manufacturing fix-
tures to other  companies (including our subcontractors) engaged in war work.

In general, the work of the Research and Development Department in the future will be largely directed towards
the  objective of completing the development projects already instituted and commercializing the resulting prod-
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ucts at the  earliest practical date.

As shown in the Auto-Ordnance Thompson Tool Division letter, May 15, 1944, the Tool Division produced for
other customers after the needs of Bridgeport was satisfied. According to the letterhead their specialties were the
“Willard Tool Holder” and the “Thompson Milling Fixture.” Photos shown on page 5 are of the “Thompson
Milling Fixture” in almost unused condition. A wonderful little fixture which allows the holding of mill stock at
any angle and mounts to the bed of any mill of the time in it’s T slots.

It is a reminder to all of us to not only to appreciate the Thompson Submachine Guns that are still in existence
today, but to also remember all of the tooling that was necessary to produce them. Behind all of this tooling was the
faceless skilled men and women who built them.
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IRISH SWORDS
AUCTION

MICHAEL CURRAN

We all have read about how the IRA bought Thompsons in the
1920’s and smuggled them into Ireland. We also know of how a
large number of them were seized by the British forces and Irish
police. But, what most of us do not know is how several of these
firearms returned to the US and other personal collections around
the world after being captured.

Well, here is how. Several of the captured guns were auctioned off
by the British Government through the auction house of Weller and
Dufty in 1983. Shown here are several images of the actual auction
catalog.


