HLH Design Guide — Injection Moulding

HLH Machine Size: 50 - 3000 ton

Precision Tolerance: +0.05mm/100mm

Shot Life: 500 to 1M+ shots (MOQ of 1)

Lead Time: T1 samples as fast as 2 weeks
Tool Types: Insert moulding, overmoulding, 2k
moulding, two-shot moulding, multi-cavity, etc.

Walls: overly thick and

thin walls risk warping and
affecting part accuracy.
Keeping walls to 1.2 — 3.0 mm
is safe for most
materials.

Corners: avoid sharp corners
and round all edges. Use a radius (r)
of at least 0.5 times W.

Ribs: rib thickness should
not exceed 0.5 times W.
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Draft Angles: to avoid drag marks, we recommend
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a draft of 2° or more. A good rule of thumb is to increase

the draft angle by one degree for every 25 mm.

Example: for a feature 75 mm tall, add a draft angle
of 3 degrees.

Embossed Text:

choose embossed over engraved text.
= 0.5mm

Min. height of 0.5 mm —

Min. font size of 20 px
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Common Materials We Use

POM, PET, PC, PBT, PPA, PA (6, 66, 610, 612), PPS,
PMMA, PPSU, PC+ABS, ABS, ABS+GF, PP, PEEK, PE,
HIPS, HDPE, LDPE, GPPS, TPU, TPE, silicone, etc.
Medical grade, food grade, carbon filled, UV resistant, etc.

Threads and Bosses:

the boss wall thickness should be 60% the nominal
wall thickness (W) to minimise sinking. Boss height
should be less than 3 times the outer diameter.
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Boss Wall Thickness =60% x W

Gussets: keep gusset
thickness at 50 — 60% of W to
avoid sink marks.
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50-60% of W
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Debossed Text:
if debossed features are necessary, we recommend:
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