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1. General assembly technology

The best assembly techniques —
Part |

General Assembly Technology — Snap-fit, press-fit and threaded assemblies are simple
techniques that allow designers to exploit great potential production savings through
simple, rapid assembly of components.

Assembly techniques can be divided into detachable and non-detachabl e types.
The following techniques come under the category of non-detachable assemblies:
— welding

— riveting

— adhesive bonding

— insert technology

— snap-fitswith 90° retaining angle.

Detachabl e assemblies include:

— snap-fitswith < 90° retaining angle
— threaded assemblies

— hub assemblies

— pressfit assemblies.

Material Permissible strain in %
POM homopolymer about 5-8
PA unreinforced (cond.) about 4-6
PA unreinforced (dry) about 3
PA66 GR (conditioned) about 0,9-1,5
PA66 GR (dry) about 0,8
PET GR about 0,5-0,8
PBT GR | about0,7-15 |

Permissible material strains
(Values are valid only for a single assembly operation)

Fig. 1
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Snap-fit Assembly Design
The great advantage of snap-fitsis that with this technique no additional elements are needed to
make the assembly.

The most commonly used types of snap-fitsin plastics technology are:
— barbed-leg-type snap-fits

— cylindrical snap-fits

— ball-and-socket snap-fits.

With all these snap-fit designs, designers must ensure that the geometry of the assembly allows the
components to be as stress-free as possible after assembly to avoid stress relaxation, which would
loosen the assembly with time.
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@ Snap-fits: 80% of Material dy (mm)| D (mm) | Ly, (Mm)
originall pull-out force POM 0,75d 1,95d 2,0d
C— Pressfits: 50% of PET GR30 0,8d 1,8d 1,7d

original pull-out force PBT GR30 08d 1,8d 17d

Effect of time PA66 GR30 0,82d 2,0d 1,8d
PA66 0,75d 1,85 d 1,7d
d = Nominal screw diameter
Fig. 3 . .
g Design recommendations
for EJOT PT screws

Fig. 4

24



Top TeN DESIGN TipPs
By Jurgen Hasenauer, Dieter Kiper, Jost E. Laumeyer and lan Welsh

Basic design principles

The design of a snap-fit assembly is determined by the permissible strain of the material to be used.
Care should be taken with polyamide, for example, because in the dry state this material generally
permits considerably lower strains than in the conditioned state. Glass fibre content also has an
important effect on the permissible strain of the material and thus also on the permissible deflection
of the barbed leg (Fig. 1).

In a barbed-leg-type snap-fit, tapering of the deflecting leg reduces stress (Fig. 2). This design
allows better stress distribution over the entire bending length. Stress concentration peaks at the
base of the leg are less and assembly forces are considerably reduced.

Failure to radius the junction between the base of the barbed leg and the main body of the component,
or to provide sufficiently large radii in this area, often resultsin weak points. In principle, asufficiently
large radius should be provided to avoid stress concentration peaks. Cylindrical and ball-and-socket-
snap-fits often have to be dotted to facilitate assembly; in this case the slot end must not be designed
with a sharp edge.

Press-fit Assemblies

Press-fits enable high-strength assemblies to be made between plastic components at minimal cost.
As with snap-fit assemblies, the pull-out force of a press-fit assembly decreases with time as aresult
of stressrelaxation (Fig. 3). Design calculations must take this into account. In addition, tests with
the expected service temperature cycles must be carried out to confirm the feasibility of the design.

Threaded Assemblies

Use of a screw with a

tapered countersunk head Threaded assemblies can be produced with thread-cutting or
thread-forming screws, or by the use of integrally moulded
i threaded inserts. The flexural modulus of the material to be
splaying used provides a good guide to the type of threaded assembly
that is most appropriate. For example, up to aflexural modulus
22 of about 2800 MPa, thread-forming screws may be used.
Metal inserts must be used if metric screws are required or if
Use of a cheese-head screw the threaded assembly is intended to be undone several times.

To prevent premature component failure, it isimportant to
ensure correct dimensioning of the boss (Fig. 4). Screw
manufacturers give recommendations on this.
Good Screws with atapered countersunk head should as a general
rule be avoided in plastics assembly technology since the
i o resulting forces (Fig. 5) cause the screw hole to “splay out”.
screw with insert L One possible result of such additional stressisthat weld lines
can easily rupture.
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Threaded assemblies

Fig. 5
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EUROPE/MIDDLE EAST/AFRICA

Belgique / Belgié

Du Pont de Nemours (Belgium)
Antoon Spinoystraat 6

B-2800 Mechelen

Tel. +32154414 11

Telefax +32 1544 14 09

Bulgaria
Serviced by

Biesterfeld Interowa GmbH & Co. KG.

See under Osterreich.

Ceska Republika a
Slovenska Republika

Du Pont CZ, s.r.o.

Pekarska 14/268

CZ-15500 Praha 5— Jinonice
Tel. +42257 4141 11

Telefax +42 257 41 41 50-51

Danmark

Du Pont Danmark ApS
Skjatevej 26

P.0. Box 3000

DK-2770 Kastrup
Telefax +45 32 47 98 05
Telefax +45 32 47 98 05

Deutschland

Du Pont de Nemours
(Deutschland) GmbH
DuPont StralRe 1
D-61343 Bad Homburg
Tel. +496172870
Telefax +49 617287 27 01

Egypt

Du Pont Products S.A.
Bldg no. 6, Land #7, Block 1
New Maadi

ET-Cairo

Tel. +202 754 65 80

Telefax +202 516 87 81

Espafia

Du Pont Ibérica S.A.
Edificio L'llla

Avda. Diagonal 561
E-08029 Barcelona
Tel. +34 227 60 00
Telefax +34 227 62 00

France

DuPont de Nemours (France) SAS
Défense Plaza

23/25 rue Delariviére Le Foullon
Défense 9

92064 La Défense Cedex

Phone: +33 (0)1 4197 44 00
Telefax +33 147 53 09 67

Hellas

Biesterfeld Hellas Intralink S.A.
Trading Establishment

149, AG. Triados Menidi Acharnes
GR-13671 Athens

Tel. +30 210 24 02 900

Telefax+30 210 24 02 141

Israél

Gadot Chemical Terminals (1985) Ltd.
16 Habonim Street

Netanya — South Ind. Zone
IL-42504 Netanya

Tel. +972 3 526 42 41

Telefax +972 3528 27 17

Italia

Du Pont de Nemours ltaliana S.r.L.
Centro Direzionale “Villa Fiorita”
Via Piero Gobetti, 2/A

20063 Cernusco s/N (MI)

Tel. +390292629.1 (switchboard)
Fax +39 02 36049379

Magyarorszag

DuPont Magyarorszag Kft.
HU - 2040 Budadrs
Neuman J.u. 1

Tel. +36 23 509 400
Telefax: +36 23 509 432

Maroc

Deborel Maroc S.A.

40, boulevard d'Anfa —10°
MA-Casablanca

Tel. +212227 4875
Telefax +212 226 54 34

Norway / Norge
Distrupol Nordic
Ostenssjoveien 36
N-0677 Olso

Tel. +47 2316 80 62
Telefax +47 23 16 80 62

Osterreich

Biesterfeld Interowa GmbH & Co. KG
Brauhausgasse 3-5

P.0.Box 19

AT-1051 Wien

Tel. +4315123571-0

Fax +4315123571-31

e-mail: info@interowa.at

internet: www.interowa.at

Polska

Du Pont Poland Sp.z 0.0.
ul. Powazkowska 44C
PL-01-797 Warsaw

Tel. +48 22 320 0900
Telefax +48 22 3200910

Portugal

Biesterfeld Iberica S.L.
Rua das Matas
P-4445-135 Alfena

Tel. +351 229 698 760
Telefax +351 229 698 769

Romania

Serviced by

Biesterfeld Interowa GmbH & Co. KG.
See under Osterreich.

Russia

DuPont Russia LLC.
ul. Krylatskaya 17/3
121614 Moscow
Tel. +7 495797 22 00
Fax. +7495797 2201

Schweiz / Suisse / Svizzera
Biesterfeld Plastic Suisse GmbH
Dufourstrasse 21

Postfach 14695

CH-4010 Basel

Tel. +41 61 201 31 50

Telefax +41 61201 31 69

Slovenija

Serviced by

Biesterfeld Interowa GmbH & Co. KG.
See under Osterreich.

Suomi/ Finland

Du Pont Suomi Oy

PO Box 54 (Keilaranta 12)
FI-02150 ESPOO

Tel: +358 207 890500

Fax: +358 207 890501

Sverige

Serviced by

Du Pont Danmark ApS.
See under Danmark.

Tiirkiye

Du Pont Products S.A.
Buyukdere Caddesi No. 122
Ozsezen Ismerkezi, A block, Kat: 3
Esentepe, 34394 Istanbul

Tel. +90 212 340 0400

Telefax +90 212 340 0430

www.plastics.dupont.com

Ukraine

Du Pont de Nemours
International S.A.
Representative Office

3, Glazunova Street

Kyiv 252042

Tel. +380 44 294 96 33/ 269 13 02
Telefax +380 44 269 11 81

United Kingdom

Du Pont (UK) Limited
Wedgwood Way
Stevenage

Hertfordshire SG14QN
Tel. +44 1438 734000
Telefax ++44 1438 734109

South Africa

DuPont de Nemours
Societe Anonyme

South African Branch Office
4th Floor Outspan House
1006 Lenchen Avenue North
Centurion

Pretoria 0046

Tel. +27 0 12 683 5600
Telefax +27 0 12 683 5661

NORTH AMERICA

USA

DuPont Engineering Polymers
Barley Mill Plaza, Building 26

P. 0. Box 800026

Wilmington, Delaware 19880
Tel. +1.302 992 4592

Telefax +1302 992-6713

DuPont Automotive

950 Stephenson Highway
P.0.Box 7013

Troy, MI 48007-7013

Tel. +1 248 583-8000

Canada

DuPont Engineering Polymers
P.0. Box 2200

Streetsville, Mississauga
Ontario, Canada L5M 2H3
Tel. +1 905 821-5953

Mexico

DuPont S.A. de C.V.
Homero 206

Col. Chapultepec Morales
11570 Mexico D.F.

Tel. + 525 557 221 000

SOUTH AMERICA

Argentina

Du Pont Argentina S.A.
Avda. Mitre y Calle 5
(1884) Berazategui-Bs.As.
Tel. +54 11 4239-3868
Telefax +54 11 4239-3817

Brasil

DuPont do Brasil S.A.

Al Itapecuru, 506 Alphaville
06454-080 Barueri-Sao Paulo
Tel. + 5511 7266 8229

ASIA-PACIFIC

Australia

DuPont (Australia) Ltd.
168 Walker Street

North Sydney NSW 2060
Tel: +612 9923-6111

Fax: +612 99236011

Hong Kong/China

DuPont China Ltd.

26/F, Tower 6, The Gateway,

9 Canton Road

Tsimshatsui, Kowloon, Hong Kong
Tel: +852 2734 5345

Fax: +852 2724 4458

Shanghai/China

DuPont China Holding Co. Ltd.
15/F., Shui On Plaza

333 Huai Hai Road (Central)
Shanghai 200021

Tel: +86 21 6386 6366

Fax: +86 21 6386 6333

India

E.I. DuPont India Limited,
"Arihant Nitco Park" Sixth floor,
90, Dr. Radhakrishnan Salai,
Mylapore,

Chennai 600 004

Tel: +91 44 28472800

Fax: +91 44 28473800

Japan

DuPont Kabushiki Kaisha
Sanno Park Tower, 11-1
Nagata-cho 2-chome
Chiyoda-ku, Tokyo 100-6111

Japan.
Tel: +813 5521 8500
Fax: +81 35521 2595

Korea

DuPont (Korea) Ltd.

4/5 Floor, Asia Tower

#126, Yeoksam-dong, Kangnam-Ku
Seoul 135-082

Tel: +822 2222-5200

Fax: +822 2222-5470

Singapore

Du Pont Company (S) Pte Ltd
1 HarbourFront Place #11-01
HarbourFront Tower One
Singapore 098633

Tel: +65 6586 3688

Fax: +65 6272 7494

Taiwan

DuPont Taiwan Ltd.

Hung Kuo Building, 13th floor
#167 Tun Hwa North Road
Taipei 105

Tel: +8862 2719-1999

Fax: +8862 2719-0852

Thailand

DuPont (Thailand) Limited
6-7th Floor, M. Thai Tower
All Seasons Place

87 Wireless Road
Lumpini, Phatumwan
Bangkok 10330

Tel: +66 2 659 4000

Fax : +66 2 659 4001
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The information set forth herein is furnished
free of charge and is based on technical data
that DuPont believes to be reliable. It is
intended for use by persons having technical
skill at their own discretion and risk. DuPont
makes no warranties, express or implied, and
assumes no liability in connection with any
use of this information.
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