
Design standards of snap fit parts

Bring deformation after assembly to nearly nothing (zero) 
so that the coef�cient of strain α by the deformation (Y) on 
assembly may become lower than values shown here.  The 
strain coef�cient α relating to deformation on assembly can 
be obtained from the structural formula for a cantilever 
beam (Fig.14). Each corner must be rounded enough to 
prevent cracking caused by stress concentration. 
If loads are applied repeatedly to these parts, use data of 
repeated fatigue (bending) instead of the coef�cient of 
strain. 

Ejection

Multilon exhibits a high heat distortion temperature and 
strength, aiding ejection.  However, when ejection is made 
under force, internal distortions may occur. In this case, it is 
recommended that the position and the number of ejector 
pins should be reconsidered to facilitate uniform molding 
ejection.

Air vent (venting)
An air vent must be provided in order to prevent short shots 
and gas burns. The vent should be provided at the point at 
which where the gas is last pressured, such as the runner 
terminal or the point where the short shot or air-pocket is 
apt to occur.
The vent depth is 0.03mm - 0.05mm,  and the width usually 
ranges from 5 - 10mm when provided at the parting line. 
Please also provide a vent near the insertion pin and 
ejector pin.

Insert
Multilon enables the insertion of very strong metals.  
However, as thermal expansion coef�cient of metals differs 
from that of Multilon, distortions may occur due to the 
difference in cooling shrinkage, causing cracks around 
insert part. 
For resins with lower cold �ow like polycarbonates, 
distortions create large stresses that produce cracks. If the 
metals are heated to about 200°C, the difference in cooling 
shrinkage is reduced and cracks can be prevented. In 
designing insert boss, the outside diameter of the insert 
metal should be "d". (Fig.15)
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Fig.15   Standard screw boss diameter
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Fig.16   Joint Parts Design
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 Ultrasonic welding

1. Predrying

In order to obtain good moldings with Multilon, it is necessary to predry the polymer 
under the conditions listed below. These conditions will allow to avoid problems with 
deterioration in physical properties, foaming and silver streaking caused by hydrolysis.  
If the drying time exceeds 8 hours, reduce the temperatures of drying machine and 
hopper dryer to 10°C Lower than those shown in the following condition table, to avoid 
discoloration of pellet.

2. Injection Molding

It is recommended that the shot capacity of the injection molding machine be about 1.5-
3 times the weight of the molded product. It is also recommended that molding be 
performed according to the molding conditions as described in the table below. Upon 
setting the molding conditions, start from a low injection speed.  A hight injection 
speed from the start causes the resin to flow through narrow areas such as the nozzle 
and gates at a high speed, resulting in material burns from shear heat or gas burns at 
the weld area.

Fig.14  A Standard Snap-fit Joint
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Injection
Molding

T-2716
T-2754 

0.021
 

MK-1000A 
MK-2055 

T-3750
T-2711J 
T-2760B 

0.020
 

T-2810R 
T-2830R 
T-2850R 

T-3615Q
 0.019

TN-3616Q 

TN-7000
TN-7295 0.018 
TN-7500 

TN-7570Z
TN-7504 0.017 
R-2010 

TN-3713B 0.016

R-2020 0.014

TN-3715B
 0.011

R-2030 

DN-7730M 0.008

RN-7740M 0.007

Grades Strain
coefficient α

■Multilon standard molding conditions

Conditions
Grades

Predrying
Molding temperature Mold temperature Injection pressure

Temp. Time

T-3750
T-3615Q TN-3616Q

110℃ 4～8h 230～260℃ 50～70℃ 59～147MPa

TN-7000
TN-7570Z
TN-3713B TN-3715B

80℃ 5～8h 230～270℃ 50～70℃ 59～147MPa

TN-7295 100℃ 4～8h 230～290℃ 50～80℃ 59～147MPa

TN-7500 80℃ 5～8h 230～270℃ 50～60℃ 59～147MPa

TN-7504 80℃ 5～8h 230～270℃ 40～60℃ 59～147MPa

DN-7730M
RN-7740M

100℃ 4～8h 240～280℃ 50～80℃ 59～147MPa

T-2711J T-2716
T-2754 T-2760B
T-2810R T-2830R
T-2850R
MK-1000A MK-2055
R-2010 R-2020
R-2030

110℃ 4～8h 240～270℃ 50～70℃ 59～147MPa


