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d&un controléhas had a long history:-

firhe people of the various provinces are strictly forbidden to have in
their possession any swords, bows, spears, firearms, or other type of
arms. The possession of these elements makes difficult the collection of
taxes and dues and tends to permit uprising, therefore, the heads of the
provinces, official agents, and deputies are ordered to collect all

weapons mentioned above and turn them over to the government.o

Toyotomi Hideyshi, Shogun, August 29, 1558
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FOREWORD

So, you would like to know how a homemade firearm is constructed, what types of
materials are used, and what tools are required to build the gun?

| dond@ blame you. It is an interesting subject, but more importantly, a useful
knowledge to have, especially in these days of increasingly oppressive anti - gun
laws. Perhaps this is the first book you have read on the subject, or maybe you have
purchased other 6 @riemade Firearmé publications only to be disappointed and
bamboozled by pictures of an engineer or professional Gunsmith building a gun
using a lathe and milling machine! The gun made by the man who possesses such
equipment is still technically a fiHomemade Firearmo because it was made in the
home environment; however, relatively few people have access to such equipment.
For most people the term fHomemade guno conjures up the image of a crude
looking makeshift contraption, held together with sticky tape and glue, more of a
danger to its owner than any potential target!

The true homemade firearm does not have to fall into either of the above categories.
It is perfectly possible to construct a firearm without a degree in engineering, and
one which you would not be ashamed of admitting to building.

The Expedient Homemade Firearm strikes a happy balance between these two
extremes of construction technology.

When the term @xpedientdis used to describe the construction of a given product, it
describes something that can be made with relative speed and using the best
materials available in any given time or place.

The Expedient Homemade Firearm adheres to both these principles. It is durable,
relatively quick to build, does not require the use of special tools and is constructed
from the best off-the-shelf materials available.

Expedient is, therefore, the key word when discussing the subject of the home built
firearm.



INTRODUCTION

In this volume of Expedient Homemade Firearms i will endeavour to show how a
more compact and lightweight machine pistol can be constructed from readily
available off-the-shelf materials.

In these days of anti-gun laws, when firearms may have to be hidden away, the
more compact and concealable a weapon is the better.

The expedient machine pistol is a .32/.380 calibre weapon. The true expedient
firearm is built from the position that no outside influences such as machine tools or
professional gunsmith® materials are available. For this reason nearly all major
component parts of the weapon, receivers, barrel, breech block and magazine, are
constructed from readily available steel tubing, eliminating any need for a lathe. The
barrel, for example, is assembled from a length of seamless hydraulic tube
reinforced with a series of steel collars and is smooth-bore rather than rifled. While
the accuracy available from the smooth-bore barrel is restricted to relatively close
ranges, the relative ease and speed of assembling the expedient barrel more than
compensates for this necessary compromise.

Manufacturing a gun magazine using the conventional methods of folding sheet
steel around a form block can be tricky and a time-consuming process. The
expedient magazine avoids these problems, as once again it is constructed of tube
and only requires a hacksaw, file, and silver solder to assemble it. The magazine is
of a single stack design holding 16 rounds. This is less than the capacity of the
commercially produced twin stack design, but again, the relative simplicity of
manufacture more than compensates for the reduced capacity.

Certain parts of the machine pistol, such as the sear, require the use of hardened
steel. For this reason, | have incorporated certain off-the-shelf products into the gun
design that are as close to the correct steel types requires as possible. This
eliminates the acquisition and heat treatment of specialised steels which can pose a
problem.

| have not included any sights on the machine pistol as they would only be for
cosmetic purposes, rather than to make the gun more accurate.



The machine gun is primarily a point and fire weapon. Reliability and simple
functionality are the main priorities, especially for a weapon that should be kept as
simple as possible. In short, | have included only what is necessary to ensure the
gun will function as reliably as can be expected.

It should be noted that the life expectancy of any firearm built using the type of
materials and techniques illustrated in this book will be less than that of one built
from the correct steels and to machine tool tolerances. However, due to the ease
with which parts,(such as the breech block and barrel) can be made; it is possible to
keep the firearm in permanent working order by having a selection of spare parts

available and ready for use. A spare breech block and barrel should be regarded as
a necessity.

WARNING

THE MATERIAL PRESENTED IN THIS BOOK REPRESENTS THE
AUTHORS ATTEMPTS AT DEVELOPING AND BUILDING
HOMEMADE FIREARMS AND DOES NOT NECESSARILY CONDON
OR ENCOURAGE THE CONSTRUCTION OF FIREARMS BY ANY

INDIVIDUAL OR GROUP.

THE CONSTRUCTION OF FIREARMS IN MOST JURISDICTIONS IS
ILLEGAL. NEITHER THE AUTHOR NOR PUBLISHER ASSUMES
ANY RESPONSIBILITY FOR THE USE OR MISUSE OF THE
MATERIAL PRESENTED IN THIS PUBLICATION. THE TECHNICAL
DATA PRESENTED, PARTICULARLY ON THE USE OF FIREARMS,
INEVITABLY REFLECTS THE AUTHORS INDIVIDUAL
EXPERIENCES WITH PARTICULAR FIREARMS UNDER SPECIFIC

CIRCUMSTANCES WHICH THE READER CANNOT DUPLICATE
EXACTLY. THE MATERIAL SHOULD, THEREFORE, BE TREATED
AS ACADEMIC STUDY MATERIAL ONLY AND APPROACHED WITH
CAUTION. THE COMPLIANCE WITH ANY LAW IS THE SOLE
RESPONSIBILITY OF THE INDIVIDUAL READER.




TOOLSREQUIRED

Electric Drill or Drill Press

Drill Bits 1.5 to 9mm diameter
Hacksaw

Large Files, Round, Half Round and Flat
Angle Grinder

Bench Grinder

Hammer

Set square

14.2 mm (9/16) Taper Pin Reamer
Taper Cutting Tool

Countersink Tool

Large Vice
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The tools listed above are the minimum required. Obviously the better selection of
tools you have at your disposal the easier the firearm will be to construct. A drill
press, for example, while not in the hand tool category, will save you a lot of time
when drilling holes, etc. It is worth pointing out that a drill press is no more
expensive than a good quality electric hand drill and if you are considering buying a
new drill, I would strongly recommend a drill press with a minimum 3/80 chuck
capacity.

If you have access to a lathe, the need to acquire the tubing for the barrel and
breech block will be unnecessary. A lathe is not necessary to construct any part of
the firearm featured in this book; | merely point it out in the event of such equipment
being available to the reader. The time required to build the machine gun will be
dependent partly upon the equipment available to the reader and also upon the
general ability of the individual concerned. As a general guide, it should be possible
for the average individual to build the entire weapon in a week to ten days, once the
necessary materials have been acquired. For the individual who has access to a
lathe, the manufacturing time can be halved.



BUYING MATERIALS

As | mentioned earlier, almost the entire weapon is constructed from steel tubing.
The best places to look for the type of tubing we require are tube stockholders, who
will usually have in stock all the tube sizes required for any construction. It should be
noted that tube suppliers usually have minimum order charges. | would advise
ordering all tube sizes required for construction at the same time to take advantage
of the minimum order charges. Many suppliers also have a tube cutting service so |
would strongly suggest having the lengths of tube cut into three foot lengths for easy
of handling and storage, etc. For small quantities of tube, engineering and steel
fabrication shops are a good place to look. However, you will not find all the tube
sizes required in such places. A list of tube sizes and materials required are supplied
overleaf. | have marked the occasional item with a (*) to indicate that several of that
particular item should be purchased in case of mistakes during manufacture.

For items such as shaft lock collars, mud wing washers, hexagonal keys/wrenches,
socket screws etc, look in the Yellow Pages under iNut and Bolto and fEngineering
Supplies dor a stockist near you. It is very unlikely your local hardware shop will
stock the items required, and a trip to the correct supplier will be a necessity. Spring
steel strip material and spring wire (piano/music wire) is available from any good
model engineering shop. Your local spring manufacturer is also a good source for
spring wire material.



TUBE SIZES REQUIRED

30 x 30 x 2mm Upper Receiver
2. 30 x 30 x 1.6mm Lower Receiver
14.29 x 3.25mm Barrel (SMT)*
4. 12.70 x 2.03mm Breech Block (SMT/SHT/ERW)*

5. 25.40x12.70x1.6mm Magazine
6. 12.70 x 0.91mm Magazine

7. 34.93x15.88x1.6mm Magazine Well
8. 40x20x1.6mm Grip
9. 50.80x 1.6mm Trigger Guard

* Seamless mechanical/Seamless hydraulic/Electric Resistance Welded

MATERIALS REQUIRED

3 &2 & 1/8 o teebPlate (Trigger)
10mm Hexagon Wrench/Key (Sear)*
%0  Sth.ack Collars x 14

5 and 6mm Shaft Lock Collars x 2

5.5mm dia6Steel Rod x 2 410ng (or 7//3 2 o)
19.05 x 5mm Flat Bar x 2 5long (or 3/4 x 3/16 )

3mm diadSteel Rod x 5 ¥dong (or 1/89

© © N O M W DdPRE

9.5 x 1.6mm Steel Strip (Sheet) x 6 dong (or 3/8 01 6 o )
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19.05 x 9.5mm Flat Bar x 9 dong (or 3/4 x 3/8 0 )

20 Gauge Piano Wire (Music Wire) Purchase several rolls

e
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18 Gauge x //1 6 Spring Steel Strip, 12 01 o n g
20 Gauge x %20  $¢@ Steel Strip , o8g |

I
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6mm dia6Socket Screws (x 11) 9mm long (or 1/4 & 3/80 )



SPECIFICATIONS

Weapon Type Machine Pistol

Calibre .32/.380

Capacity .32 (15) .380 (14)

Overall Length 18 %0

Barrel Length 90

Weight Unloaded 4 1bs 8 oz

Sights None

Construction Materials Tube, Collars, Nuts and Bolts
Material Availability Good

Tools Required Hand only

ADESIGNANDDEVELOPMENTO

| am often asked questions, by readers of my books, about design and
development issues. A question | often hear is, iDo your gun designs
actually worko? | am even sent fidesign improvemento drawings
occasionally, by well meaning would-be gun designers!

The reader should be aware that the weapons shown in this publication
do work, in that, they can throw ammunition fidown rangeo at an
alarmingly expensive rate! The reader, however, should also be aware
that due to personal circumstances, and the fact that building guns is
completely illegal, little time was lost in the fidesign and developmento
stage. The gun designs can, therefore, be improved upon in areas such
as aesthetics, compactness of design and components, and materials
used in construction etc. Despite this, | hope | have lead the way in a
particular area of gun design, making it easier for other ihomemade
guno designers to follow, and perhaps improve upon what | have done!



Expedient Homemade Firearms

LOWER RECEIVER

We will start building the machine pistol by
first constructing the lower receiver. This is
probably the best place to start because the
lower receiver accepts most of the guns
working parts i.e. the trigger mechanism and

magazine.

The lower receiver is cut out, using a

hacksaw, from an 11 1/80 length of 30 X

30mm 16 gauge box section steel tubing.

Lay the copied template sheet on a flat
surface and, using a sharp craft knife, cut out
both templates. The three shaded areas on
template Nol are also removed as carefully
as possible. It is a good idea to use a ruler to
guide the knife, to make cutting out as
accurate as possible. Both templates are now
glued to the receiver tube, as shown below.
Check that the templates are in as exact an
alignment with the tube as possible, before
marking the position of each recess and
contour onto the tube. A scribe or other
sharply pointed tool is used for this procedure.
The six crossed circles indicate the positions
of the various holes that must be drilled into

the tube, and these positions must be marked

A heavier gauge may be used up to a wall also. This is accomplished by placing a
thickness of 2mm, punch, (sharp
but in the interest nail, etc) in the
of keeping the I centre of each
weapon as light as e Cross mark
possible, the 16 and tapping
gauge (1.6mm) the punch

tube is best. First,

cut the tube to a length of 11vq slightly
longer than the 11 1/8dlength required. Use
a @et squaredbto ensure both ends of the
tube are straight, then wash the tube in
warm soapy water to ensure it is thoroughly
clean. Various recesses must be cut into the
tube, and to make this process as quick and
simple as possible, | have supplied two scale
templates, (See Figure A). The template
sheet should be traced, or quicker still,
photocopied onto an A4 size sheet of paper
or card. Make several copies, just in case a

slip of the knife occurs during cutting out.

firmly with a
hammer to transfer the position of each hole
through the template and onto the tube.
Before removing the templates, check that
each score line is clearly visible; then remove
the templates. With the tubing clearly marked
out we can start to cut out the lower receiver.
First, the side contours of the receiver must be
shaped, as indicated by the score lines from
template No2. A hacksaw and a large half
round file is all that is required to achieve this.
The ends of the tube are shaped first, by
removing most of the metal with a hacksaw,

then carefully filing each end to shape.



Lower Receiver Construction

Photo 2: Side view of upper receiver

after cutting out.

The arched section next to the three
crossed circles (now punch marked) is the
trigger guard recess. Make a saw cut at
each end of the guard recess marks, and
saw to the top of the arch, both saw cuts
making a & &shape. A large half round file,
ideally 120 to 20 across, is now used to
trim the recess to its correct curved shape.
Remember, you are sawing through a
tube, so both sides must be shaped as
close to the same dimensions as possible,
(Photo 2). Next, we will drill the holes
through the side of the receiver. The three
holes at the rear of the receiver are made
with a 4mm drill, and the single hole near
the middle of the receiver is drilled to a
diameter of 5mm. The four holes will
eventually accept the grip retaining pins
and the trigger and sear pivot bolts.
Obviously, the holes are drilled through the
receiver from one side to the other, so try
to keep the drill as near to a right angle as
possible to ensure each side is the same.
If a drill press is used, then the accuracy of
each hole is ensured. The three recesses
that will eventually accept the grip,
trigger, sear and magazine well, can now
be cut into the top of the receiver to the

dimensions left by template Nol. It is not

-10-

Photo 3: Top view of upper receiver

showing recesses.

possible to remove the unwanted sections

with a hacksaw so a series of

interconnecting holes, around 3mm in
diameter, must be drilled along the inside
edge of each score line. Use a good sharp
drill bit for this procedure and it can be
done surprisingly quickly. With the holes
drilled, place a flat ended punch, such as
a short length of rod, on the sections to be
removed and hit the punch sharply with a
hammer. The unwanted metal will break
away and can be removed. The jagged
edges of each recess can now be filed
left by the

smooth to the score lines

template, (Photo 3).

Three 6.5mm holes are now drilled through
the top of the receiver, in the positions
marked. The hole behind the magazine
well recess is an exception though, as it is
drilled through both sides of the receiver.
The recesses for the grip and magazine
well must pass through the receiver from
top to bottom. We have already cut the
upper recesses with the help of template
Nol. The position of these two recesses
must now be transferred to the underside
of the receiver. The lower grip recess is

positioned several millimetres further back
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FIGURE AG LOWER RECEIVER TEMPLATES.

REMOVE SHADED AREAS.

BEFORE TEMPLATE CAN BE USED IT MUST BE ENLARGED BY 25%
USING A PHOTOCOPIER. Note: Following enlargement by 25% the
overall length of the template should be 282mm, as illustrated
above. If it is not this measurement the template can be enlarged
or reduced as necessary until the correct measurement of 282mm

is achieved.
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Screw hole

Spring screw access hole

Screw Hole

5

Trigger/Sear recess

Grip recess

Trigger screw hole

Sear screw hole

5

Magazine well recess
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Grip pin holes







Expedient Homemade Firearms

Photo 4: Lower grip recess

Photo 5: Lower magazine well recess
Note shallow notch (arrowed).

than its upper counterpart. This is to ensure
that the grip, when fitted, is at a slight
angle in relation to the receiver. Measure
in a distance of 41mm from the rear of the
receiver and score a straight line, this
mark being the length of the recess, (See
Figure B). The recess width is 20mm, just
the

same as its upper counterpart.

Remove the unwanted metal using a

hacksaw and file to shape, (Photo 4).

The lower magazine well recess is now cut
into the underside of the receiver in
exactly the same position as the upper
recess. The easiest way of transferring the
position of the upper recess onto the
underside of the receiver is to score two
vertical lines down the side of the receiver.
indicates the

The bottom of each line

-13-

exact position of the lower recess; this can
now be cut out. The only difference
between the two recesses is that the lower
recess has a shallow notch (arrowed) filed
into one end. This slot should be 12mm
wide x 2mm deep and will accept the
magazine spring catch in due course,

(Photo 5).

Finally, remove any sharp burrs and edges
from the inside of the receiver caused by
the drilling and filing. The outside surfaces
should be polished smooth using medium
grade sandpaper until all score lines have
been removed. The lower receiver is now
finished and we can proceed to fit all of

the guns internal parts mentioned earlier.

/

SCORE LINES

MAGAZINE WELL

FIGURE 'B’
o]

RECESS POSITION
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GRIP_ AND WELL

Photo 6: The grip pinned in position

The grip can be fitted first. This part is
nothing more elaborate than a length of 40
x 20mm 16 gauge rectangular tube. A
slightly heavier gauge can be used, but
once again, to keep the weapon as light as

possible, 16 gauge is ideal.

Cut each end of the grip at a slight angle.
Push the grip into the open-ended lower
recess and then up and into the upper
recess opening. The top of the grip should
be flush with the top of the receiver and a
snug friction fit. As with any part, a certain
amount of hand fitting may be required
slide

before the grip will into position.

-14-

Two 4 x 30mm spring pins are now used to
firmly retain the grip in position. The side of
the receiver is already drilled for the pins
but the grip is not. Place a 4mm diameter
drill bit into each of the receiver grip holes
and drill through into the grip. The sides of
the grip must be drilled separately, do not
just drill all the way through the grip from
one side to the other or the holes will not
line up and the pins will not tap in.
Now tap in each pin until they are flush with
the side of the receiver, (Photo 6). A grip
made from a length of tube in this way is
is solid and

perfectly adequate, and

reasonably comfortable to hold,

The dnagazine well® which is basically a
guide tube for the magazine, can now be
made and installed. The dvellis made from
a length of 34.93 x 15.88mm 16 gauge
rectangular tube. Do not let the rather

complicated looking measurement fool

you; it is for all practical purposes, nothing
more than 35 x 16mm tube. However, when
the ask for the exact

buying tube,

measurement to avoid complications.
Unlike the lower receiver and grip, the
gauge, (thickness of the tube wall) is very
important as the inside dimensions must be
correct, and this is governed by the gauge.
| have supplied four drawings for the well,
AO BO &Hand WH(See Figure D). As shown
in Drawing AQ the well is 114mm in length.
First we must cut away a 12mm section
from the top of the well so that only the front
wall be

remains, Drawing @&®& This will

formed later into the cartridge feed



Grip And Magazine Well

Photo 7: The magazine well showing
spring catch recess and rear hole.

ramp, but first, two sections of metal must
be cut out and removed from the rear
wall of the magazine well to the
measurements shown in Drawing @6 The
width of each recess is governed by the
wall of the tube, so only the length
measurements need to be supplied. Saw
out the unwanted metal using a hacksaw
for the lengthways cuts, and then drill a
row of four or five holes along the bottom
edge of each recess, to allow the sections
to be removed. The sides of each recess
will be rough and jagged after sawing out
and must be filed down to the wall of the
well. A 4mm hole is now drilled through the

middle of the remaining section of the

-15

rear wall, (arrowed). A corresponding
hole, (arrowed), is also drilled through the
opposite front wall of the well in alignment
with the rear hole, (Photo 7). This can be
done when making the first hole by simply
drilling all the way through the well from
one side to the other. All sharp edges from
the inside and outside of the magazine
well must be removed with a file, so it is

completely smooth.

The cartridge feed ramp must be formed
to the angle shown in Drawing ®6 Clamp
the well in a vice so the top of the vice
jaws are level with the bottom of the ramp.
This will ensure that the ramp is easier to
form. Place a short section of rod about 406
in length on the top edge of the ramp and
firmly tap the rod with a hammer until the
ramp is formed to the angle shown in
Drawing @& While this drawing is a
template, it does not require copying or
cutting out. The magazine well can simply
be laid over the template until the ramp
matches the angle shown in the drawing.
Polish the top surface of the ramp and
round off the two sharp corners that will be
present on its front edges. The purpose of
the two recesses and hole cut into the rear
of the magazine well are to allow the
fitting of the magazine catch spring. The
spring has two purposes, to take up excess
space in the rear of the well and to hold
the magazine in place. It is made from a
length of 7/160 x 18 gauge spring steel
strip, similar to the material used to make
those steel rulers available in most good

hardware stores.



114mm A. B.

FIGURE ®3 MAGAZINE WELL CONSTRUCTION.

N
c. \ D.
REMOVE

39mm

- REMOVE MAGAZINE
_969 SHADED WELL
Hole AREAS TEMPLATE
y
S
REMOVE
44mm =
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A B.
i The end of the spring is
; heated with a gas torch to
| permit one end to be formed
i into aloop.
143
i 1
_v | ;
| TEMPLATE
C. ©
=
After forming the loop the spring catch ;
should be bent to the shape of the template. .
The overall length of the spring should be !
116mm after bending. E
FIGURE &§ MAGAZINE SPRING CATCH !
v
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Photo 8: The magazine spring catch

Spring steel is available in many different
gauges and widths, from good model
engineering supply shops; the kind of
place where builders of model steam
engines and the like buy their supplies.
| have supplied three drawings to illustrate
the correct sequence of forming the spring
into its required shape, (See Figure E).
Drawing &bshows the length of the spring
before bending i.e., 143mm. Sawing
through spring steel is very difficult due to
its hardness, so it is preferable to cut to
length using a cutting disc or the corner of

a grinding wheel on a bench grinder.

The first step is to form one end of the
spring into a loop, as shown in Drawing &6
This loop is the section of the spring that

acts as the magazine release catch.

-19-

Clamp about an inch or so of the spring in
a vice so that most of the springs length is
visible. Heat the visible end using a gas
torch until about an inch of the spring is
glowing a bright red colour. This must be
done to make sure it does not break
during bending. Hold the spring about half
an inch from its end with a pair of pincers
and, while keeping the torch flame on the
spring, form the loop. Do not quench the
spring but allowit to cool slowly.
Next, clamp the entire length of the spring
in a vice so that just the loop is visible.
Bend the loop back slightly until it
conforms to the shape of Drawing &€& This
should be done with the spring cold, it is
not necessary to heat the steel again.
Remove the spring from the vice and bend
the length of the spring into a slight curve,
this can easily be done using finger
pressure only. The spring catch should now
look similar to Template &g it does not
have to be a perfect match, but should
be reasonably close, (Photo 8). Measure
the gap at the end of the loop (arrowed), it
should measure about 6mm across.
Finally, the magazine catch can be fitted
to the magazine well. A 4mm diameter
hole must be drilled through the spring
it can

SO be bolted to the magazine

well. | have not supplied an exact
measurement for the position of the hole
because you may not bend the spring
exactly as | have. Mark the position of the
hole by holding the spring against the rear
of the magazine well, so a gap of about
6mm exists between the top of the loop

and the bottom of the well (A&6- Photo 9).






