
ADVANTAGES
Increased productivity
Improved quality
Ensures positional accuracy
High torque and pull out
Avoids flash on non-countersunk holes

SELECTION  OF INSERT

Unit: Millimetres

Other lengths possible on quotation.　　 STANDARD MATERIAL: BRASS (B)
Other materials possible on quotation
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1
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SPECIFYING AN INSERT / 

BOSS DESIGN SPECIFICATION
HOLE PREPARATION

Moulded holes are recommended wherever possible. The taper on 
the hole should be 8° inclusive and the hole diameter recommended 
applies at the top of the hole.

Where possible, chamfers and counterbores at the top of the hole 
should be avoided. If  the existing design incorporates one of these 
features please contact the P.S.M Technology Centre or your local Sales 
Office for application advice.

INSTALLATION

WALL  THICKNESS

1
2  10-20 

3

PERFORMANCE DATA
The complexity of materials and variations in service conditions make 
it impossible to detail fastener performance. Please consult with 
the  P.S.M Technology Centre or your local Sales Office for specific 
application advice.

1. P.S.M 
 P.S.M

2. P.S.M 

6030
INSERTS
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6030H B

B

M3

M3

PRODUCT
CODE

THREAD
SIZE

MATERIAL

INSERTS (METRIC)

HEADED INSERTS (METRIC)

A general guide to minimum wall thickness is given in the data table but 
this will vary depending upon the nature of the plastic. Where thinner 
walls are required, these can often be accommodated, but consultation 
with the P.S.M Technology Centre or your local Sales Office and pre-
production testing is strongly advised.

The fastener may be installed using either a preheating process or using 
heat generated by ultrasonic vibrations.

Where the preheating process is used, care must be exercised to ensure 
that the fastener softens but does not melt the plastic.

Ultrasonic installation is best carried out using Iow amplitude vibrations 
and the minimum power consistent with satisfactory softening of the 
plastic material.
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High Pull Out and Torque Performance
Capable of providing "bolt break performance"
Especially recommended for high fill plastics
Reduced installation depth
Tolerant of variations from moulding process
High installation speeds
Greatly reduced scrappage rate
Higher productivity
Provides high process capability

SELECTION  OF INSERT

ISO METRIC Unit: Millimetres

Other lengths possible on quotation. STANDARD MATERIAL: BRASS (B)
Other materials possible on quotation
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