
358315 (modified)
aka: The Mould from Hell

 
 
I’ve written about my old Marlin 336 SC in .35 Remington.  It’s beaten up and uglier than an old maid aunt.  Has a
slightly split fore arm and a mismatched screw holding the barrel band on.  Normally it wears a Lyman receiver sight
but occasionally it will wear a 2-10X Weaver for testing purposes.
 
It’s an honest old gun with a clean bore and will shoot 1” with a scope when I hold my mouth right. Always 1-2”
groups with good bullets.
 
It likes the RCBS 35-200-FN, the Lyman 358430 fitted with a GC, the Lyman 35875 fitted with a gas check and
tolerates the Saeco 256 grainer pretty well.
 
I even tried some 358009s and it stabilized them at 100 yards in its 1-16 twist cut rifled barrel.
 
But, it don’t like Lyman’s 358315.  For one thing, the nose diameter was small and the mould itself dropped bullets
that were slightly less than .358”.  Other than that and the fact that it didn’t shoot for me, I liked the design because it
is one of the few .35 bullets that have a short enough body to fit in the neck of the .35 Remington case and still crimp
in the crimp groove.
 
I studied that mould on the bench for several years and experimented with “beagled” bullets to bring up the diameter
and bumped the noses to a larger diameter.  No luck with these procedures.
 
I looked at the old Ideal “perfection” moulds and wondered if you couldn’t extend the nose length as Ideal did with the
bodies on the perfection moulds.

 
I started sketching last winter and figuring.  I enlisted the aid of my shooting partner, Larry Taylor who is also a
master machinist with access to tools that would enable him to make a Swiss watch.
 
I decided to modify one cavity of the double cavity 358315 that I had.
 
Specifications:
 
Nose diameter was to be .350 - .0005”.
 
Nose punches were to be a sliding fit in the nose channel.
 
Nose punch shape was to be to the radius of Lyman’s 311440.
 
An additional nose punch was to be made counter bored for a .125” diameter hollow point pin.
 
The nose punched would be threaded 5/16” x 18.
 
A 5/16” aluminum block would be mounted to the bottom of the mould to hold the adjustment screw.  This would be
secured by two 8-32” allen head screws.  The mounting holes in these screws would be elongated by 1/16” to allow
movement of the aluminum block and the adjusting screw so that the bullets would drop free of the mould. One half of
the mould side of the plate would be relieved to provide clearance for the mould to close.
 
A 6-32 allen head setscrew would hold the adjustment screw in place at whatever setting you determined. 



 
The threaded adjustment screw would be slotted for a screwdriver to facilitate adjustment of the adjusting screw/nose
punch.
 
The hollow point cavity pin would be .125” in diameter.
 
The HP pin would be mounted on a knob similar to the setup used by Lyman for hollow point bullets.
 
A internally threaded 5/16” X 18 sleeve .625” long would fit over the nose punch adjusting screw used to make HP
bullets. 
 
This sleeve is drilled and tapped for a 4-40 allen head setscrew to lock the shaft in place.
 
The upper end of the threaded sleeve contains an L shaped notch to hold the HP pin assembly in place while you’re
pouring lead.
 
(Adjustment of the sleeve allows setting the depth of the hollow point cavity.  This is desirable as the length of the
nose varies and you’re able to also vary the depth of your cavity.)
 
As a final though, I asked him to open the bands on the bullet to .360+”.  (This is  a technique that he’s just worked
out and has worked well on various bullets in the .457 series as he’s  a BPCR shooter.
 
Pitfalls
 
Larry (my shooting partner and master machinist) took my sketches and looked them over.
 
There are two pitfalls in this procedure. 
 
The first is that the cavity must be perfectly concentric to the outside diameter of the mould blocks.  You’d think the
mould blocks would be prefect but many cavities are bored crooked to the mould blocks.  I told him to mill away on
the outside of the blocks and make it work.
 
The second pitfall is that there will be a small ring on the bullet where the nose punch meets the bored out nose.  I
figured that I could live with that and it has turned out to be insignificant and doesn’t hinder accuracy of feeding so
I’m ignoring it.
 

The 358315 modified
 
 



Figure 1
 

Figure 1 is the entire mould setup.  Lower left is the hollow point nose punch with pin.  The hollow point pin
assembly wasn’t finished when these pictures were taken.  The bullet, lower center, is a 328 grain .358.  This is the
maximum limit on the upper side of the weight and nose length.
 

Figure 2
 

Figure 2 is a close up of the mould (set for a 240 grain bullet).  At right is the hollow point nose punch.
 

 



Figure 3
 

Figure 3 is a close up of the bottom of the mould with the plate attached.  Note setscrew at the top of the aluminum
plate.

 

Figure 4
 

Figure 4 is a close up of the “solid” nose punch installed.  It’s almost a dead ringer for the nose profile of the 311440.
 
Hollow Point configuration
 
When I started this design, I thought I had all of the angles figured.  Making a hollow point pin assembly for the
counter bored punch to make hollow point bullets looked simple.  I forgot that as the nose length lengthened, the
hollow point cavity remained the same and I might want to vary the pin depth as well.  The first attempt failed but
taught me a lot.  The solution proved very simple.  A 5/16 X 18 internally threaded sleeve with a 4-40 setscrew worked
very well.  An L shaped notch was cut in the upper end to accept the hollow point pin assembly-retaining pin.  Using
this method, by loosening the 4-40 setscrew I can vary the amount of pin that protrudes into the cavity and thus vary
the depth of the hollow point cavity (Figure 5).
 



 

 
Figure 5 Modified 358315 with hollow point punch and hollow point pin assembly installed

 
Initial arbitrary settings produced nice hollow point bullets that weighed 239.3 grains as cast.  I cranked the nose punch
all the way open and produced a nice 313.4 grain as cast hollow point (Figure 6).  I don’t visualize ever using a bullet
this long and heavy but I have the capability if needed.
 
Was it worth it?
 

 
Figure 6

L-R: .35 Remington with 240 grain HP, 254 grain “solid”, 313 grain HP and 240 grain HP bullets
 
I believe that it was.  I enjoyed making bullets out of something that I had designed and turned a mould that made
mediocre shooting bullets into one that made bullets like I wanted.
 
The bullets drop effortlessly from the mould with no hanging due to the “play” in the nose punch afforded by the
elongated mounting holes.
 
To date I have only shot some solids that weighed 244.6 grains.  Accuracy was right at 2” out of the old .35
Remington but the bullet bases were contained in the case neck instead of down in the case as with other heavier .35
designs.  A slight engraving was evident on the ogive so at .3495”, Larry hit the nose diameter right on.  The bullet
measures .360+” as it drops from the mould and sized nicely in a sizing die that I have that sizes bullets to .3596”.
 
The design feeds flawlessly in the old Marlin.
 
Now, I may have him make me a nose punch with a LBT profile, or a smaller meplat RFN or maybe a RN or maybe a
spitzer so I can make Shuz some 300 grain spitzers for his .35 “wheelie”.



 
All I know is I’m proud of it and know I’ll have fun with it in the months to come.
When I look at this mould, all I can think about is the old country western song, “The Perfect Country and Western
Song”.  It has everything you could desire in a mould.
 
We’re already discussing a joint venture in a .458 version based on a Lyman 457125 that I have.  I can already
visualize a 600 grain “Thor’s Hammer” that takes a 462560 design to the next dimension.
 

John Goins/aka beagle
 
 
 
 
 


