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Wherever you are... 

we have the solution!

PSM International is a worldwide market leader in the 
designing and manufacturing of specialized 
engineered fasteners. Established in 1931, PSM has 
global capabilities with production and distribution 
operations in 23 countries around the world.

Our customers include the major players in the 
mobile telecommunications, PC and laptop 
markets, as well as the automotive industry.

Wherever manufactured goods are made, 
PSM has local people providing technical 
support, application engineering, project 
management, and customer service to a 
consistently high standard.

PSM’s two core product ranges are Brass 
Inserts for injection-molded plastic 
applications, and Self-Clinching Fasteners 
for sheet metal and PC board applications. 
Our self-clinching fasteners are equivalent 
in form, fit, and function to those supplied 
by other fastener providers.

In addition to the clinch fasteners in this 
catalog, PSM has the ability to produce 
modified standard products, special 
designs, fasteners for unusual applications, 
etc.

Please contact PSM if you have any questions.  
We would be happy to review your application 
and propose a cost-effective solution. 



The ANCHOR® RIVET BUSH (ARB) is a
threaded fastener which incorporates
a serrated shank.
This shank when riveted over, cuts into
the surface of the sheet, giving high
torque resistance and firmly retaining the
bush in position.

The P-FH CLINCHING STUD is a threaded fastener which
incorporates a knurled platform under the head, which
when embedded in the sheet, displaces material into
the clinch ring securing the fastener. When installed it
provides a fl ush head.

SSMF-02

MINARB® is a miniaturised Anchor® Rivet Bush
designed for use where space is at a premium.

MINLOK is a miniaturised Anchor® Rivet Bush for sheet
metal with an inbuilt all-metal self-locking feature. It
combines the simplicity and reliability of a standard
MINARB® with thread locking capability.

The P-S & P-CLS CLINCHING NUT is a threaded
fastener which incorporates a knurled platform and
a groove. This knurled platform, when embedded
in the sheet, causes the displaced material to fl ow
evenly into the groove of the fastener to give a
positive retention.

P-HFH SELF CLINCHING STUDS have been designed to
bring higher levels of performance to the P-FH range

of fasteners for applications that do not demand a
fl ush head condition.

P-F FLUSH SELF CLINCHING NUTS have been
designed to provide a thread within the
sheet thickness giving a fl ush fi nish to both
sides. A simple squeezing action embeds
the hexagonal head into the sheet and
the displaced metal fl ows evenly round
the backtapered shank securely locking
it into place.

The P-TPS SELF CLINCHING PIN is
a plain stainless steel un-threaded
fastener. It incorporates a plain
platform under the head, which
when embedded in the sheet,
displaces material into the clinch
ring securing the fastener firmly in
place.

They are used for location, pivot and
alignment applications.

www.psminternational.com

SELF CLINCHING STAND OFFS are
designed to serve as spacers or
distance pieces. A simple squeezing
action embeds the hexagonal head
into the sheet causing the displaced
metal to flow into the clinching
groove.
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The knurled or hexagonal platform formed on the fastener is
designed to displace the parent material into a grooved form
below. The balance of the platform and groove volumes allows
the deformation of the sheet to be confined to the immediate
area of the fastener preventing the risk of marking on the
sheet in general.

Since the clinching features of the fasteners are contained
within the thickness of the sheet material these fasteners
give a completely flush finish on the reverse side of the
sheet. The heat treated nature of self clinching fasteners
allows high levels of thread strength to be developed
within a very compact size envelope. The combination
of heat treated fastener, sheet deformation and the
complete encapsulation of the clinching feature make
this system ideal for the thicker (0.8mm plus) sheet
and softer metallic materials.

This method of capture involves a 'shank' which is passed
through a pre-punched hole in the parent material and then
riveted over on the reverse side. Since the shank of the
fastener passes completely through, and does not involve
deformation of the parent material this method is ideally
suited to use in the thinner, harder grades of sheet metal.

For more detailed information on the features and benefits
of each individual fastener, please refer to the appropriate
product pages

They can be described as either 'riveting' or 'clinching' types,
according to their method of installation.

The simplicity of installation afforded by the mechanical
method of attachment make these fasteners equally
suitable for installation by methods ranging from a simple
press to fully automated equipment.
The installation method and equipment will therefore
be determined simply by the quantity of fasteners
involved and the speed of production dictated by the
production process.

The information given in this catalogue should be
regarded as a general guide only.

SMF-03

PSM Sheet Metal Fasteners provide deep
tapped female threads or studs to be used
in conjunction with thin sheet metallic
materials. They are permanently attached to
the parent material allowing the associated bolt
(or nut) to be removed in service without risk of
the fastener becoming dislodged. This feature has
allowed industry to streamline production methods
and to fabricate complex shapes including closed box
sections.
The sheet metal fasteners shown in this catalogue
feature attachment by mechanical means avoiding the
damage and uncertainty often associated with weld nuts
and studs allowing their use in pre-fi nished materials.

www.psminternational.comVersion 0310
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Technical details may change. Please contact PSM International
for latest drawings and specifications.

Order conditions and minimum quantities may apply to some
products.
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PEM Series

S, SS / CLS, CLSS

FH, FHS

SO, SOS,BSO, BSOS

PSM Series
P-CLS, P-CLSSP-S, P-SS /

P-FH, P-FHS

P-SO, P-SOS, P-BSO, P-BSOS

Description

Self-Clinching Nuts

Self-Clinching Studs

StandoffsSelf-Clinching

In addition to the common self-clinching fasteners detailed in this catalog, PSM can also provide the 
following clinching products:

   Floating Nuts                                                     Blind Nuts
   Miniature Self-Locking Nuts                                Miniature Non-Locking Nuts
   Top Collar Lock Nuts                                          Studs and Standoffs for Thin Sheets
   Studs for Stainless Mating Materials                    Standoffs for Stainless Mating Materials
   Broaching Fasteners                                          Grounding Fasteners 
   Miniature Standoffs                                           Slide-Top Standoffs
   Unthreaded Thru-Hole Standoffs                        Spring-Top Standoffs
   Modified Standard Clinch Fasteners                    Special Design Clinch Fasteners

PSM’s Sheet Metal Fasteners can be easily installed with any equipment that 
applies a steady, squeezing force, such as Haeger fastener insertion machinery.

Haeger’s computerized machines have PSM’s Sheet 
Metal Fasteners pre-loaded into their fastener 
library for ease of use.

PSM’s Sheet Metal Fasteners have passed Haeger’s 
in-house quality standards for feeding reliability.

All other part numbers for PSM Self-Clinching Fasteners follow a similar numbering pattern.

“PEM” is a registered trademark of PennEngineering.
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IDEAL FOR BOTH THINNER AND HARDER SHEET
METALS
IDEAL FOR LIGHT ALLOYS, ALUMINUM, MAGNESIUM
ETC.
CAN BE INSTALLED BY HAND OR AUTOMATIC METHODS
SUITABLE FOR USE IN PUNCHED OR DRILLED HOLES
CAN BE USED FOR SHEET THICKNESSES UP TO 6MM
CAN BE USED TO JOIN TWO SHEETS TOGETHER

The ANCHOR® RIVET BUSH (ARB) is a captive threaded bush
designed to suit a wide range of sheet thicknesses. Its serrated

shank when riveted, achieves high torque and push out
resistance. A standoff version (ARBSO) allows the body
length to be specified, thus providing a captive threaded
spacer.

HOLE SIZE IN SHEET
Holes may be punched or drilled and a tolerance of -0.00
+0.1mm should be maintained.

INSTALLATION
To reduce the projection on the reverse side of the sheet it is
essential that the correct design of riveting punch is always
used (see Assembly Punch data).
For consistent results a press is recommended, however small
quantities may be installed using hand tools.

STAND OFF TYPES
Where minimum projection is not essential there are
performance advantages in specifying the next larger shank
code.

DIRECTION OF LOAD
Although the mating component can be fastened to either
side of the bush, maximum performance will be achieved
when fastening to the riveted shank side.

www.psminternational.com Version 0310
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INTERNAL
THREAD SIZES

Unified ISO Metric mm

Dia.of
Shank

A

Dia.of
Body

B

Depth of
Body

C

Thread
Length

D
mm mm ARBSO mm

Rec
Hole Size

-0.00+0.10

4
6
8
10
1/4
5/16

3/8-7/16
1/2

2.5/3
3.5
4
5
6
8
10
12

5.8
6.9
6.9
8.3
9.5
13.0
15.4
19.4

7.9
9.5
9.5
11.1
12.7
15.9
19.1
25.4

3.2
3.8
3.8
4.4
5.7
6.4
7.6
10.2

3.3
3.9
3.9
4.6
5.9
6.5
7.9
10.4

5.90
6.95
6.95
8.35
9.65
13.10
15.50
19.50

www.psminternational.com

3 5 16 412 28 518 20104

016
2.9-3.1

017
10swg

018
3.2-3.4

019
3.5-3.7

020
3.8-4.0

022
4.1-4.3

023
4.4-4.6

024
4.7-4.9

026
5.0-6.0

001
0.5-0.6

003
0.7-0.8

004
0.9-1.0

006
1.1-1.3

008
1.4-1.6

010
1.7-1.9

012
2.0-2.2

013
2.3-2.5

014
2.6-2.8

SHANK CODE
SHEET THICKNESS

SHANK CODE
SHEET THICKNESS

16LENGTH

STANDARD MATERIAL- Mild Steel (S)
STANDARD FINISH- Zinc & Clear Trivalent Passivation (Z)
Other materials and fi nishes possible on quotation.

Version 0310
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Punch a hole in the metal sheet to the size
recommended in our technical data table. De-
burring of the hole is not recommended.
Insert the serrated shank through the hole in the
sheet.
Using the profiled punch detailed below, rivet the
shank, spreading and fl attening it onto the face of
the sheet.

ANCHOR® RIVET BUSHES can be installed using both an “impact” and 
a “squeeze” action, allowing both hand and machine installation.

Sheet hardness is not critical as the bush deforms rather than the
sheet, during installation.

www.psminternational.com

1.

2.

3.

E

A
D

B+C

B
Cradius

radius

Thread Size ARB & ARBSO PUNCH
A

mm
B

mm
C

mm
D

mm
E

mmUnifi ed Metric
4 M2.5 / M3 4.3 0.5 0.5 7.1 12.0

6 / 8 M3.5 / M4 5.3 0.6 0.5 8.7 12.0
10 M5 6.8 0.8 0.5 10.3 16.0
1/4 M6 8.0 0.9 0.6 11.9 16.0
5/16 M8 11.1 1.0 0.6 15.5 19.0

3/8 / 7/16 M10 13.5 1.1 0.6 18.3 19.0
1/2 M12 17.1 1.3 0.6 22.2 25.0

Punch material 1% C/Mn Steel (Silver Steel)
Water quench pilot end from 820°C, Temper at 260°C

Thread
Size

Cold Rolled Steel Aluminum
Pushout

(N)
Torque-out

(Nm)
Pushout

(N)
Torque-out

(Nm)
M2.5 / M3 1100 3.0 800 2.1
M3.5 / M4 1600 6.0 1100 4.5

M5 2500 9.0 1700 6.8
M6 4000 16.0 2850 11.5
M8 5500 24.0 3800 16.2
M10 6800 40.0 4200 28.5
M12 7500 60.0 5500 42.5

Tests conducted using a Steel Rivet Bush - 008
shank code into 1.5mm sheet. For unified values
see equivalent metric size.

Note: The above values are averages when correct installation is performed. Variations in holes
size, material and installation will affect these results. For specific advice we strongly recommend 

consultation with your PSM Technology Centre.

ARB METRIC
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IDEAL FOR BOTH THINNER AND HARDER SHEET
METALS
CAN BE INSTALLED BY HAND OR AUTOMATIC
METHODS
SUITABLE FOR USE IN PUNCHED OR DRILLED
HOLES
CAN BE SUPPLIED FOR SHEET THICKNESSES FROM
0.5MM TO 3.0MM
CAN BE INSTALLED CLOSE TO EDGE OF SHEET
PROVIDES AN ALMOST FLUSH FINISH

The MINARB® is a miniature ANCHOR® RIVET BUSH designed for
applications where space or distance to the sheet edge is at a

premium. Weight saving is one reason the MINARB® may be selected.
A standoff version (MINOFF) allows the body length to be specified,
thus providing a captive threaded spacer.

HOLE SIZE IN SHEET
Holes may be punched or drilled and a tolerance of
-0.00 +0.1mm should be maintained.

INSTALLATION
It is essential that the correct design of riveting punch
is always used (see Assembly Punch data).
For consistent results a press is recommended, however
small quantities may be installed using hand tools.

STAND OFF TYPES
Where minimum projection is not essential there are
performance advantages in specifying the next larger
shank code.

DIRECTION OF LOAD
Although the mating component can be fastened
to either side of the bush, maximum performance
will be achieved when fastening to the riveted
shank side.

www.psminternational.comVersion 0310
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Product Code MINARB Product Code MINOFF

BUSHE SS TAND OFFS

A B

C

A B

D

L

INTERNAL
THREAD SIZES

Unified ISO Metric mm

Dia.of
Shank

A

Dia.of
Body

B

Depth of
Body

C

Thread
Length

D
mm mm ARBSO mm

Rec
Hole Size

-0.00+0.10

2
-
4
6
8
10
1/4
5/16

2
2.5
3

3.5
4
5
6
8

3.5
4.2
4.2
5.4
5.4
6.4
7.6
9.7

5.0
5.5
5.5
7.0
7.0
8.5
10.0
12.0

2.3
2.8
2.8
3.2
3.2
3.8
5.1
6.5

2.8
3.3
3.3
3.8
3.8
4.3
5.6
7.0

3.6
4.3
4.3
5.5
5.5
6.5
7.7
9.8

STANDARD MATERIAL- Mild Steel (S)
STANDARD FINISH - Zinc & Clear Trivalent Passivation (Z).
Other materials and fi nishes possible on quotation.

www.psminternational.com

3 5 16 412 18 8 2010 14 6

001
0.5-0.6

003
0.7-0.8

004
0.9-1.0

006
1.1-1.3

008
1.4-1.6

010
1.7-1.9

012
2.0-2.2

013
2.3-2.5

014
2.6-2.8

016
2.9-3.1
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Punch a hole in the metal sheet to the size
recommended in our technical data table. De-
burring of the hole is not recommended.
Insert the serrated shank through the hole in the
sheet.
Using the profiled punch detailed below, rivet the
shank, spreading and fl attening it onto the face of
the sheet.

MINARB® can be installed using both an “impact” and a “squeeze”
action, allowing both hand and machine installation. Sheet hardness

is not critical as the bush deforms rather than the sheet, during
installation.

www.psminternational.com

1.

2.

3.

E

A
D

B+C

B
Cradius

radius

Thread Size MINARB & MINOFF PUNCH
A

mm
B

mm
C

mm
D

mm
E

mmUnifi ed Metric
2 M2 2.4 0.5 0.5 4.8 12.0
4 M2.5 / M3 3.1 0.5 0.5 5.5 12.0

6 /8 M3.5 / M4 4.3 0.5 0.5 7.1 12.0
10 M5 5.3 0.5 0.5 8.7 12.0
1/4 M6 6.5 0.75 0.5 10.3 12.0
5/16 M8 8.5 0.75 0.5 12.4 16.0

Punch material 1% C/Mn Steel (Silver Steel)
Water quench pilot end from 820°C, Temper at 260°C

Thread
Size

Cold Rolled Steel Aluminum
Pushout

(N)
Torque-out

(Nm)
Pushout

(N)
Torque-out

(Nm)
M2 700 1.2 500 0.9

M2.5 / M3 900 1.7 720 1.2
M3.5 / M4 1300 3.4 915 2.4

M5 2250 5.3 1550 3.5
M6 2600 9.5 1850 6.7
M8 3000 13.0 2100 9.7

Tests conducted using a steel MINARB® - 008 shank
code into 1.5mm sheet. For unified see equivalent

metric size.

Note: The above values are averages when correct installation is performed. Variations in holes
size, material and installation will affect these results. For specific advice we strongly recommend

consultation with your PSM Technology Centre.

MINARB METRIC
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PROVIDES EXCELLENT RESISTANCE TO SCREWS
WORKING LOOSE
ELIMINATES THE NEED FOR LOCKING WASHERS
ELIMINATES THE NEED FOR THE APPLICATION OF
LOCKING ADHESIVES
SUITABLE FOR HIGH TEMPERATURE APPLICATIONS

MINLOK is a miniaturised Anchor® threaded fastener for sheet metal
with an inbuilt all-metal self-locking feature. It combines the

simplicity and reliability of a standard MINARB® with thread locking
offering a minimum of five re-uses.

HOLE SIZE IN SHEET
Holes may be punched or drilled and a tolerance of
-0.00 +0.1mm should be maintained.

INSTALLATION
It is essential that the correct design of riveting punch is
always used (see Assembly Punch data).
For consistent results a press is recommended, however
small quantities may be installed using hand tools.

www.psminternational.comSMF-13 Version 0310



STANDARD MATERIAL- Mild Steel (S)
STANDARD FINISH - Zinc & Clear Trivalent Passivation
plus special lubricant.
*NOTE:
This product carries a pre-applied torque control
lubricant which should not be removed.

INTERNAL
THREAD SIZES

Unified ISO Metric mm

Dia.of
Shank

A

Dia.of
Body

B

Depth of
Body

C

mm mm mm

Rec
Hole Size

-0.00+0.10

4
6-8
10
1/4
5/16

3
4
5
6
8

4.2
5.4
6.4
7.6
9.7

5.5
7.0
8.5
10.0
12.0

2.8
3.2
3.8
5.1
6.5

4.3
5.5
6.5
7.7
9.8

001
0.5-0.6

003
0.7-0.8

004
0.9-1.0

006
1.1-1.3

008
1.4-1.6

010
1.7-1.9

012
2.0-2.2

013
2.3-2.5

014
2.6-2.8

016
2.9-3.1

SHANK CODE
SHEET THICKNESS

www.psminternational.com SMF-14Version 0310
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HIGH TORQUE RESISTANCE
REVERSE SIDE OF THE SHEET REMAINS TOTALLY
FLUSH
SMALL AND NEAT, IDEAL FOR ALL ELECTRONICS OR 
PRECISION EQUIPMENT
EASY ASSEMBLY  WITH ANY SQUEEZE ACTION  PRESS

PSM SELF CLINCHING NUTS are threaded fasteners which incorporate
a knurled platform and a groove. This platform, when embedded in
the sheet, causes the displaced material to flow evenly into the

groove of the fastener to give a positive retention.

HOLE PREPARATION
Holes may be punched or drilled and a tolerance of
-.000" +.003" (-0.00mm +0.08mm). Where possible
install from punched side. Holes should not be de-
burred or countersunk.

SHEET HARDNESS
See individual product data sheet for maximum sheet
hardness.

INSTALLATION
Must always be carried out using a squeeze action -
NEVER a shock load

SHEET THICKNESS
Self Clinching fasteners are suitable for any thickness
of material from the minimum specified for each
individual product.

SHANK NUMBER
Always choose the longest shank possible for the
sheet thickness.
This will optimise performance and increase
retention.

DIRECTION OF LOAD
We recommend that Self Clinching fasteners
should always be loaded from the pilot end.
(See method of assembly diagrams)

Version 0310www.psminternational.com
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MATERIAL CODES
P-S & P-SS* - Hardened Steel Plated
P-CLS & P-CLSS* - Stainless Steel
(P-SS* and P-CLSS* codes refer to M5 sizes only)

STANDARD PLATING FINISH
Zinc & Clear Trivalent Passivation (Z)

MAXIMUM SHEET HARDNESS
P-S & P-SS = Rb80
P-CLS & P-CLSS = Rb70

EC

A T

All dimensions in millimetres

P-S (Steel Standard Sizes)

Product Code  P-S-M4-1-Z

Thread Code           P-S-M4-1-Z

Shank Code             P-S-M4-1-Z

Plating Code           P-S-M4-1-Z

P-CLS (Stainless Steel Standard Sizes)

Product Code P-CLS-M4-1

Thread Code           P-CLS-M4-1

Shank Code             P-CLS-M4-1

THREAD
SIZE / CODE

Shank
Code

For Min
Sheet

Thickness

A
(max)

Hole Size in
Sheet

+0.08 -0.00

Diameter
of Shank

C
(max)

Diameter
of Body

E
+/- 0.25

Depth
of Body

T
+/- 0.25

Minimum distance
centre line hole
to sheet edge

M2
0 0.8 - 1.0 0.77

4.25 4.22 6.3 1.5 4.81 1.0 0.97
2 1.4 1.38

M2.5
0 0.8 - 1.0 0.77

4.25 4.22 6.3 1.5 4.81 1.0 0.97
2 1.4 1.38

M3
0 0.8 - 1.0 0.77

4.25 4.22 6.3 1.5 4.81 1.0 0.97
2 1.4 1.38

3.5M3
0 0.8 - 1.0 0.77

4.75 4.73 7.1 1.7 5.61 1.0 0.97
2 1.4 1.38

M3.5
0 0.8 - 1.0 0.77

4.75 4.73 7.1 1.5 5.61 1.0 0.97
2 1.4 1.38

M4
0 0.8 - 1.0 0.77

5.4 5.38 7.9 2.0 6.91 1.0 0.97
2 1.4 1.38

M5
0 0.8 - 1.0 0.77

6.4 6.38 8.7 2.0 7.11 1.0 0.97
2 1.4 1.38

M6

00 0.92 0.89

8.75 8.72 11.05 4.08 8.60 1.2 1.15
1 1.4 1.38
2 2.3 2.21

M8 1 1.4 1.38 10.5 10.47 12.65 5.47 9.72 2.3 2.21

M10 1 2.31 2.21 14.0 13.97 17.35 7.48 13.52 3.18 3.05

M12 1 3.18 3.05 16.66 16.64 20.0 9.14 16.02 6.00 5.97

www.psminternational.comVersion 0310
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MATERIAL CODES
P-S & P-SS* - Hardened Steel Plated

P-CLS & P-CLSS* - Stainless Steel (Unplated)
(P-SS* and P-CLSS* codes refer 032 and 024 sizes only)

STANDARD PLATING FINISH
Zinc & Clear Trivalent Passivation (Z)

MAXIMUM SHEET HARDNESS
P-S & P-SS = Rb80
P-CLS & P-CLSS = Rb70

EC

A T

All dimensions in inches

THREAD
SIZE / CODE

Shank
Code

For Min
Sheet

Thickness
A (max)

Hole Size in
Sheet

+.003 -.000

Diameter
of Shank

C
(max)

Diameter
of Body

E
+/- .010

Depth
of Body

T
+/- .010

Minimum distance
centre line hole
to sheet edge

256
0 0.030 0.030

.166 .165 .250 .070 .1901 0.040 0.038
2 0.056 0.054

440

0 0.030 0.030

.166 .165 .250 .070 .1901 0.040 0.038
2 0.056 0.054
3 0.091 0.087

632

0 0.030 0.030

.1875 .187 .280 .070 .2201 0.040 0.038
2 0.056 0.054
3 0.091 0.087

832

0 0.030 0.030

.213 .212 .310 .090 .2701 0.040 0.038
2 0.056 0.054
3 0.091 0.087

032
024

0 0.030 0.030

.250 .249 .340 .090 .2801 0.040 0.038
2 0.056 0.054
3 0.091 0.087

0420
0428

0 0.047 0.045

.344 .343 .440 .170 .3401 0.056 0.054
2 0.091 0.087
3 0.125 0.120

0518
0524

1 0.056 0.054
.413 .412 .500 .230 .3802 0.091 0.087

3 0.125 0.120

0616
0624

1 0.091 0.087
.500 .499 .560 .270 .4402 0.125 0.120

3 0.250 0.235
0813
0820

1 0.125 0.120 .656 .655 .810 .360 .6302 0.250 0.235

P-S (Steel Standard Sizes)

Product Code P-S-832-1-Z

Thread Code           P-S-832-1-Z

Shank Code             P-S-832-1-Z

Plating Code           P-S-832-1-Z

P-CLS (Stainless Steel Standard Sizes)

Product Code P-CLS-832-1

Thread Code           P-CLS-832-1

Shank Code             P-CLS-832-1
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Punch a hole in the metal sheet to the size
recommended in our technical data table. De-
burring of the hole is not recommended.

Apply pressure to the head of the fastener
sufficient to totally embed the clinching ring around 
the entire circumference and bring body in contact
with the sheet.

Insert fixing screw or bolt from side opposite to the
fastener body.

P-S & P-CLS METRIC P-S & P-CLS UNIFIED

1.

2.

3.

Note: The above values are averages when correct installation is performed.
Variations in holes size, material and installation will affect these results. For
specific advice we strongly recommend consultation with your PSM Technology
Centre.

Thread
Code

Shank
Code

Test Sheet Material

Cold Rolled Steel 5052-H34 Aluminum

Installation

(kN)

Pushout

(N)

Torque-out

(Nm)

Installation

(kN)

Pushout

(N)

Torque-out

(Nm)

M2

M2.5

M3

0

11.0- 15.5

500 1.70

7.0 - 9.0

280 0.95

1 600 1.90 420 1.15

2 1000 2.10 700 1.40

3.5M3

0

14.0 - 22.0

550 2.00

11.0 - 14.0

350 1.70

1 720 2.45 480 1.85

2 1150 2.50 800 2.10

M3.5

0

14.0 - 22.0

550 2.00

11.0 - 14.0

350 1.70

1 720 2.45 480 1.85

2 1150 2.50 800 2.10

M4

0

17.0 - 27.0

600 2.95

12.0 - 15.0

400 2.20

1 750 4.60 550 2.70

2 1320 5.70 900 4.30

M5

0

19.0 - 33.0

670 4.10

13.0 - 17.0

460 3.20

1 950 5.45 620 4.10

2 1230 7.10 870 5.50

M6

0

25.0 - 36.0

1330 12.6

17.0 - 29.0

950 8.10

1 1820 15.5 1480 10.1

2 2140 16.8 1560 13.5

M8
1

27.0 - 39.0
2540 25.1

20.0 - 32.0
1890 15.6

2 3100 29.5 2170 18.9

M10
1

35.0 - 50.0 3560 45.0 25.0 - 36.0 2650 35.0
2

Thread
Code

Shank
Code

Test Sheet Material

Cold Rolled Steel 5052-H34 Aluminum

Installation
(Lbs)

Pushout
(Lbs)

Torque-out
(In. Lbs)

Installation
(Lbs)

Pushout
(Lbs)

Torque-out
(In. Lbs)

256
440

0

2500 - 3500

112 15

1500 - 2000

63 9

1 135 17 94 10

2 & 3 225 19 157 12

632

0

3200 - 5000

124 18

2500 - 3200

79 15

1 162 21 108 17

2 & 3 258 22 180 19

832

0

3800 - 6000

135 26

2700 - 3400

90 20

1 169 41 124 24

2 & 3 297 50 202 38

032
024

0

4200 - 7500

151 36

2900 - 3800

103 28

1 213 48 139 36

2 & 3 276 63 196 49

0420
0428

0

5500 - 8000

299 112

3800 - 6500

213 72

1 409 137 333 89

2 & 3 481 149 351 120

0518
0524

1
6000 - 8500

570 222
4500 - 7200

425 138

2 & 3 687 261 488 167

0616
0624

1
8000 - 11000 800 398 5600 - 8000 596 310

2

0813
0820

1 10000 - 
15000 1180 750 7000 - 9000 710 380

2

1.

2.

3.
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MATERIAL CODES
P-CLA – Aluminum

MAXIMUM SHEET HARDNESS
P-CLA = Rb 50

EC

A T

All dimensions in millimetres

P-CLA

Product Code P-CLA-M4-1

Thread Code           P-CLA-M4-1

Shank Code             P-CLA-M4-1

THREAD
SIZE / CODE

Shank
Code

For Min
Sheet

Thickness

A
(max)

Hole Size in
Sheet

+.003 -.000

Diameter
of Shank

C
(max)

Diameter
of Body

E
+/- .010

Depth
of Body

T
+/- .010

Minimum distance
centre line hole
to sheet edge

256
1 0.040 0.038

.166 .165 .250 .070 .190
2 0.056 0.054

440
1 0.040 0.038

.1875 .187 .250 .090 .220
2 0.056 0.054

632
1 0.040 0.038

.213 .212 .280 .090 .270
2 0.056 0.054

832
1 0.040 0.038

.234 .233 .310 .130 .280
2 0.056 0.054

032   024
1 0.040 0.038

.296 .295 .370 .160 .310
2 0.056 0.054

0420
1 0.056 0.054

.344 .343 .440 .170 .3402 0.091 0.087
3 0.125 0.12

THREAD
SIZE / CODE

Shank
Code

For Min
Sheet

Thickness
A (max)

Hole Size in
Sheet

+0.08 -0.00

Diameter
of Shank

C
(max)

Diameter
of Body

E
+/- 0.25

Depth
of Body

T
+/- 0.25

Minimum distance
centre line hole
to sheet edge

M2
1 1.0 0.98

4.25 4.22 6.3 1.5 4.8
2 1.4 1.38

M3
1 1.0 0.98

4.75 4.73 6.3 2.0 5.6
2 1.4 1.38

M3.5
1 1.0 0.98

5.4 5.38 7.1 2.0 6.9
2 1.4 1.38

M4
1 1.0 0.98

6.0 5.97 7.9 3.0 7.1
2 1.4 1.38

M5
1 1.0 0.98

7.5 7.47 9.5 3.8 7.9
2 1.4 1.38

M6
1 1.4 1.38

8.75 8.72 11.05 4.08 8.6
2 2.3 2.21

All dimensions in inches
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THREAD
 SIZE / CODE

For Min
Sheet

Thickness
A (max)

Hole Size in
Sheet

+0.08 -0.00

Diameter
of Shank

C
(max)

Diameter
of Body

E
+/- 0.25

Depth
of Body

T
+/- 0.25

Minimum distance
centre line hole
to sheet edge

M2.5 0.64 0.61 3.80 3.79 5.6 1.4 3.7

M3 0.64 0.61 4.24 4.22 5.6 1.4 4.3

M3.5 0.64 0.61 4.75 4.73 6.4 1.4 5.1

THREAD
SIZE / CODE

For Min
Sheet

Thickness
A (max)

Hole Size in
Sheet

+ .003 - .000

Diameter
of Shank

C
(max)

Diameter
of Body

E
+/- .010

Depth
of Body

T
+/- .010

Minimum distance
centre line hole
to sheet edge

256 .025 .024 .136 .135 .220 .065 .145

440 .025 .024 .166 .165 .220 .065 .170

632 .025 .024 .187 .186 .252 .065 .200

Thread
Code

Cold Rolled Steel

Installation
(KN)

Pushout
(N)

Torque-out
(Nm)

M2.5 7-8 165 1.2

M3 8-9 280 1.4

M3.5 9-10 300 1.6

Thread
Code

Cold Rolled Steel

Installation
(Lbs)

Pushout
(Lbs)

Torque-out
(In. Lbs)

256 1350-2000 45 10

440 1600-2200 60 13

632 2000-2700 72 15
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MATERIAL CODES
P-SP – Hardened Stainless Steel

MAXIMUM SHEET HARDNESS
P-SP = Rb 90

EC

A T

All dimensions in millimetres

P-SP

Product Code P-SP-M4-1

Thread Code           P-SP-M4-1

Shank Code             P-SP-M4-1

All dimensions in inches

THREAD
SIZE / CODE

Shank
Code

For Min
Sheet

Thickness
A (max)

Hole Size in
Sheet

+0.08 -0.00

Diameter
of Shank

C
(max)

Diameter
of Body

E
+/- 0.25

Depth
of Body

T
+/- 0.25

Minimum distance
centre line hole
to sheet edge

M3
0 0.8 0.77

4.22 4.20 6.3 1.5 4.81 1.0 0.97
2 1.4 1.38

M4
0 0.8 0.77

5.4 5.38 7.9 2.0 6.91 1.0 0.97
2 1.4 1.38

M5
0 0.8 0.77

6.35 6.33 8.7 2.0 7.11 1.0 0.97
2 1.4 1.38

M6 1 1.4 1.38 8.75 8.72 11.05 4.10 8.6

THREAD
SIZE / CODE

Shank
Code

For Min
Sheet

Thickness
A (max)

Hole Size in
Sheet

+.003 -.000

Diameter
of Shank

C
(max)

Diameter
of Body

E
+/- .010

Depth
of Body

T
+/- .010

Minimum distance
centre line hole
to sheet edge

440
0 0.030 0.030

.166 .165 .250 .070 .1901 0.040 0.038
2 0.056 0.054

632
0 0.030 0.030

.1875 .187 .280 .070 .2201 0.040 0.038
2 0.056 0.054

832
0 0.030 0.030

.213 .212 .310 .090 .2701 0.040 0.038
2 0.056 0.054

032
0 0.030 0.030

.250 .249 .340 .090 .2801 0.040 0.038
2 0.056 0.054

0420 1 0.056 0.054 .344 .343 .440 .170 .340
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P-SP METRIC P-SP UNIFIED

1. 2. 3.

Note: The above values are averages when correct installation is performed. Variations in holes
size, material and installation will affect these results. For specific advice we strongly recommend

consultation with your PSM Technology Centre.

The P-SP SELF CLINCHING NUT is a threaded fastener which
incorporates a knurled platform under the head, which when

embedded in the sheet, displaces material into the clinch ring
securing the fastener fi rmly in place.

Thread
Code

Shank
Code

Test Sheet Material

304 Stainless Steel

Installation
(Lbs)

Pushout
(Lbs)

Torque-out
(In. Lbs)

 440

0

3000 - 5000

135 15

1 175 18

2 265 20

632

0

3500 - 6500

150 18

1 190 21

2 315 27

832

0

4000 - 7500

165 32

1 200 38

2 330 48

032

0

6000 - 9000

180 36

1 245 47

2 370 61

0420 1 9000 - 11000 480 145

Thread
Code

Shank
Code

Test Sheet Material

304 Stainless Steel

Installation
(KN)

Pushout
(N)

Torque-out
(Nm)

 M3

0

14 - 23

600 1.7

1 780 2.0

2 1200 2.2

M4

0

20 - 33

740 3.6

1 890 4.3

2 1470 5.4

M5

0

27 - 41

800 4.1

1 1100 5.3

2 1650 6.9

M6 1 39 - 50 2130 16.4

Tooling option 1, install using profiled punch 
to achieve optimum performance. Apply
sufficient load to bring body in contact with
sheet around full circumference.

Contact local Tech Centre for tooling detail.

Tooling option 2 using flat punch and anvil.
Apply pressure to the body of the fastener
sufficient to totally embed the clinching ring
and bring body in contact with the sheet.

Insert fixing screw or bolt from side
opposite to the fastener body.
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EASY TO ASSEMBLE WITH ANY SQUEEZE PRESS
HIGH TORQUE RESISTANCE
NO DAMAGE TO DECORATIVE FINISHES ON
PANELS
VISUAL PROOF OF SECURITY
ALWAYS PERPENDICULAR TO PANEL
HEAD INSTALLS FLUSH WITH SURFACE OF SHEET

The P-FH / P-FHS SELF CLINCHING STUD is a threaded fastener
which incorporates a knurled platform under the head, which when

embedded in the sheet, displaces material into the clinch ring
securing the fastener fi rmly in place.

HOLE PREPARATION
It is recommended that the holes are formed using a
punch operation, although drilled holes may be used.
Holes should not be countersunk or de-burred.

HOLE SIZE
Holes must be held to a tolerance of -0.00mm + 0.08mm
(-.000” +.003”)

MINIMUM SHEET THICKNESS
See product data sheets and method of assembly.

MAXIMUM SHEET HARDNESS
Rb80 for Steel Studs (P-FH)
Rb70 for Stainless Steel Studs (P-FHS)

INSTALLATION
Apply squeezing pressure sufficient only to embed the
head of the stud fl ush with surface of the sheet. Avoid
excessive pressures.
Installation forces vary with sheet hardness and
thickness.
See PERFORMANCE DATA for recommended forces.

TOOLING NOTE:
Studs are installed using a fl at top punch and fl at
bottom anvil with a clearance hole to accept the
threaded section of the stud.
Where the sheet material is thin, a special thin
sheet bottom anvil is required which includes
a countersink at the top to create space for
clinch ring and displaced sheet material.
See METHODS OF ASSEMBLY page for details
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MATERIAL CODES
P-FH - Hardened Steel Zinc Plated
P-FHS - Stainless Steel

STANDARD PLATING FINISH
Zinc & Clear Trivalent Passivation (Z)

E

L

P-FH (Steel Standard Sizes)

Product Code P-FH-M4-10-Z

Thread Code           P-FH-M4-10-Z

Length Code           P-FH-M4-10-Z

Plating Code           P-FH-M4-10-Z

P-FHS (Stainless Steel Standard Sizes)

Product Code P-FHS-M4-10

Thread Code           P-FHS-M4-10

Length Code           P-FHS-M4-10

THREAD
SIZE / CODE

Type

Length Code "L" +/- .04 (Length Code in millimeters)
Steel Stainless

Steel

M2.5 P-FH P-FHS 6 8 10 12 15 18 N/A N/A N/A N/A
M3 P-FH P-FHS 6 8 10 12 15 18 20 25 N/A N/A

M3.5 P-FH P-FHS 6 8 10 12 15 18 20 25 30 N/A
M4 P-FH P-FHS 6 8 10 12 15 18 20 25 30 35
M5 P-FH P-FHS N/A 8 10 12 15 18 20 25 30 35
M6 P-FH P-FHS N/A N/A 10 12 15 18 20 25 30 35
M8 P-FH P-FHS N/A N/A N/A 12 15 18 20 25 30 35

THREAD
SIZE / CODE

Min
Sheet

Thickness

Hole Size in
Sheet

+0.08 -0.00

Max. Hole
in Mating

Component

S
Max

Head
Diameter

E
+/- 0.4

Minimum distance
centre line hole
to sheet edge

M2.5 1.0 2.5 3.1 1.95 4.1 5.4

M3 1.0 3.0 3.6 2.10 4.6 5.6

M3.5 1.0 3.5 4.1 2.25 5.3 6.4

M4 1.0 4.0 4.6 2.4 5.9 7.2

M5 1.0 5.0 5.6 2.7 6.5 7.2

M6 1.5 6.0 6.6 3.0 8.2 7.9

M8 2.4 8.0 8.6 3.7 9.6 9.6

All dimensions in mm

www.psminternational.comVersion 0310

S



MATERIAL CODES
P-FH - Hardened Steel Zinc Plated
P-FHS - Stainless Steel

STANDARD PLATING FINISH
Zinc & Clear Trivalent Passivation (Z)

E

L

P-FH (Steel Standard Sizes)

Product Code P-FH-832-10-Z

Thread Code           P-FH-832-10-Z

Length Code           P-FH-832-10-Z

Plating Code           P-FH-832-10-Z

P-FHS (Stainless Steel Standard Sizes)

Product Code P-FHS-832-10

Thread Code           P-FHS-832-10

Length Code           P-FHS-832-10

THREAD
SIZE / CODE

Min
Sheet

Thickness

Hole Size in
Sheet

 + .003 - .000

Max. Hole
in Mating

Component
S Max

Head
Diameter

E
+/- 0.015

Minimum distance
centre line hole
to sheet edge

256 .040 .085 .105 .075 .144 .187

440 .040 .111 .135 .085 .176 .219

632 .040 .137 .160 .090 .206 .250

832 .040 .163 .185 .090 .237 .281

032/024 .040 .189 .210 .100 .256 .281

0420/0428 .062 .249 .270 .135 .337 .312

0518/0524 .093 .311 .333 .160 .376 .375

All dimensions in inches

www.psminternational.comSMF-25

THREAD
SIZE / 
CODE

Type Length Code "L" +/- .015 (Length Code in 16ths of an inch)

Steel Stainless
Steel

1/4
.250

5/16
.312

3/8
.375

1/2
.500

5/8
.625

3/4
.750

7/8
.875

1
1.00

1.1/4
1.25

1.1/2
1.50

256 P-FH P-FHS 4 5 6 8 10 12 N/A N/A N/A N/A

440 P-FH P-FHS 4 5 6 8 10 12 14 16 N/A N/A

632 P-FH P-FHS 4 5 6 8 10 12 14 16 20 24

832 P-FH P-FHS 4 5 6 8 10 12 14 16 20 24

032 / 024 P-FH P-FHS N/A 5 6 8 10 12 14 16 20 24
0420 / 
0428 P-FH P-FHS N/A N/A 6 8 10 12 14 16 20 24

0518 / 
0524 P-FH P-FHS N/A N/A N/A 8 10 12 14 16 20 24
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Punch a hole in the metal sheet to the size
recommended in our technical data table. De-
burring of the hole is not recommended.

Insert the stud through the hole in sheet and into
the appropriate  anvil as detailed below.

Apply squeezing pressure sufficient to install the
head fl ush with top face of sheet.

P-FH / P-FHS SELF CLINCHING STUDS are easy to install because no
special tooling is necessary. However, it is very important to note that

they must always be installed by a squeeze action press rather than
a hammer blow.

Punched holes are recommended.

www.psminternational.com

1.

2.

3.

Thread
Size

Metric

Anvil
A

mm
C

mm
2.5 3.10 - 3.20 2.53 - 2.61
3 3.61 - 3.71 3.02 - 3.10

3.5 4.12 - 4.22 3.53 - 3.61
4 4.60 - 4.70 4.01 - 4.07
5 5.66 - 5.77 5.03 - 5.11
6 7.14 - 7.26 6.01 - 6.07
8 9.14 - 9.26 8.01 - 8.08

Thread
Size

Unified

Anvil
A

inch
C

inch
256 .110 - .114 .087 - .090

440 .136 - .140 .113 - .116

632 .162 - .166 .139 - .142

832 .188 - .192 .165 - .168

032 .216 - .220 .191 - .194

0420 .295 - .300 .250 - .253

0518 .334 - .338 .313 - .316

Thin Sheet Anvil Use
M2.5 - M5 for sheet 1.0 - 1.49
          M6 for sheet 1.5 - 2.4
          M8 for sheet 2.0 – 2.4

256 - 032 for sheet .040" - .060"
       0420 for sheet .062" - .092"
       0518 for sheet .078" - .092"
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Thread Code Stud Type

Test Sheet Material

Max Nut 
Tightening Torque

(Nm)

Cold Rolled Steel Aluminum

Installation
(kN)

Pushout
(N)

Torque-out
(Nm) Installation (kN) Pushout

(N)
Torque-out

(Nm)

M2.5
Steel

0.41 14 800 1.2 12 500 1.0
Stainless Steel

M3
Steel

0.85 17 900 1.9 14 600 1.7
Stainless Steel

M3.5
Steel

1.15 23 1400 2.8 16 850 2.0
Stainless Steel

M4
Steel

1.9 26 1800 4.0 20 1050 3.0
Stainless Steel

M5
Steel

3.8 30 2300 7.0 25 1300 4.0
Stainless Steel

M6
Steel

8.0 40 2800 12.0 30 1700 7.0
Stainless Steel

M8
Steel

14.0 50 3200 22.0 35 1950 12.0
Stainless Steel

Thread Code Stud Type

Test Sheet Material

Max Nut
Tightening Torque

(in/lbs)

Cold Rolled Steel Aluminum

Installation
 (lbs)

Pushout
(lbs)

Torque-out
(in/lbs)

Installation
(lbs)

Pushout
(lbs)

Torque-out
(in/lbs)

256
Steel

2.5 2800 160 7.0 2000 100 6.0
Stainless Steel

440
Steel

5.0 3800 240 12.0 3000 150 12.0
Stainless Steel

632
Steel

9.0 5000 315 23.0 3600 190 18.0
Stainless Steel

832
Steel

18.0 6300 400 38.0 4800 250 22.0
Stainless Steel

032
Steel

32 7000 500 60.0 5500 290 35.0
Stainless Steel

0420
Steel

70.0 9000 630 105.0 6700 380 65.0
Stainless Steel

0518
Steel

130.0 11200 720 190.0 7800 440 105.0
Stainless Steel

Note: The above values are averages when correct installation is performed. Variations in holes
size, material and installation will affect these results. For specific advice we strongly recommend

consultation with your PSM Technology Centre.
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P-HFH / P-HFHS SELF CLINCHING STUDS have been designed to
achieve higher levels of performance than the P-FH range of

fasteners for applications that do not demand a flush finish
condition.

EASY TO ASSEMBLE WITH ANY SQUEEZE PRESS

HIGH TORQUE RESISTANCE

VISUAL PROOF OF SECURITY

ALWAYS PERPENDICULAR TO PANEL

MADE FROM THROUGH-HARDENED STEEL FOR HIGH
THREAD STRENGTH

HOLE PREPARATION
It is recommended that the holes are formed using
a punch operation, although drilled holes may be
used.

HOLE SIZE
Holes must be held to a tolerance of -0.00mm +
0.13mm (-.000" +.005")

MINIMUM SHEET THICKNESS
See product data sheets and method of
assembly.

MAXIMUM SHEET HARDNESS
Rb80 for Steel Studs (P-HFH)
Rb70 for Stainless Steel Studs (P-HFHS)

INSTALLATION
Using a squeeze action, apply sufficient
force to fully embed the teeth into the host
sheet metal, bringing the head in contact
with the sheet. See PERFORMANCE DATA for
recommended forces.

The head of the stud is not designed to be
installed fl ush.

TOOLING NOTE:
Studs are installed using a recessed top punch
to control the insertion depth and a fl at bottom
anvil with a clearance hole to accept the threaded 
section of the stud.
Where the sheet material is thin, a special thin
sheet bottom anvil is required which includes a

countersink at the top to create space for the clinch
ring and displaced sheet material.

See METHODS OF ASSEMBLY page for details
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MATERIAL CODES
P-HFH - Hardened Steel Zinc Plated
P-HFHS -  Stainless Steel

STANDARD PLATING FINISH
Zinc & Clear Trivalent Passivation (Z)

All dimensions in millimeters

THREAD
SIZE / CODE

Min
Sheet

Thickness

Rec
Hole
Size

- 0.00 + 0.13

Max
Hole

in Mating
Component

Head
Diameter

E
+/- 0.25

Max
Head

Height
T

Max
Unthreaded

Length
S

Minimum
distance

centre line
 hole to

sheet edge

M5 0.9 5.0 6.5 7.8 1.14 2.7 10.7

M6 1.0 6.0 7.5 9.4 1.27 2.8 11.5

M8 1.5 8.0 9.5 12.5 1.78 3.5 12.7

M10 2.3 10.0 11.5 15.7 2.29 4.1 13.7

THREAD
SIZE / CODE

Type
Length Code "L" +/- 0.4  (Length Code in millimeters)

Steel Stainless Steel

M5 P-HFH P-HFHS 15 20 25 30 35 40 50

M6 P-HFH P-HFHS 15 20 25 30 35 40 50

M8 P-HFH P-HFHS 15 20 25 30 35 40 50

M10 P-HFH P-HFHS 15 20 25 30 35 40 50

P-HFH (Steel Standard Sizes)

Product Code
Thread Code
Length Code
Plating Code

P-HFH-M6-20-Z
P-HFH-M6-20-Z
P-HFH-M6-20-Z
P-HFH-M6-20-Z

www.psminternational.com

P-HFHS (Stanless Steel Standard Sizes)

Product Code
Thread Code
Length Code

P - H F H S - M 6 - 2 0
P - H F H S - M 6 - 2 0
P - H F H S - M 6 - 2 0
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MATERIAL CODES
P-HFH - Hardened Steel Zinc Plated
P-HFHS - Stainless Steel

STANDARD PLATING FINISH
Zinc & Clear Trivalent Passivation (Z)

All dimensions in inches

P-HFH (Steel Standard Sizes)

Product Code
Thread Code
Length Code
Plating Code

P-HFH-0420 -20 -Z
P -HFH-0420 -20 -Z
P -HFH-0420 -20 -Z
P -HFH-0420 -20 - Z

THREAD
SIZE / CODE

Min
Sheet

Thickness

Rec
Hole
Size

- .000 + .005

Max
Hole

in Mating
Component

Head
Diameter

E
+/- 0.010

Max
Head

Height
T

Max
Unthreaded

Length
S

Minimum distance
centre line

 hole to
sheet edge

032 / 024 .050 .190 .250 .300 .040 .105 .415

0420 / 0428 .060 .250 .312 .380 .050 .125 .460

0518 / 0524 .075 .312 .375 .480 .070 .140 .500

0616 / 0624 .090 .375 .437 .580 .085 .155 .530

THREAD
SIZE / CODE

Type Length Code "L" +/- .015 (Length Code in 16ths of an inch)

Steel Stainless Steel 1/2
.500

3/4
.750

1
1.00

1.1/4
1.25

1.1/2
1.50

1.3/4
1.75

2
2.00

032 / 024 P-HFH P-HFHS 8 12 16 20 24 28 32

0420 / 0428 P-HFH P-HFHS 8 12 16 20 24 28 32

0518 / 0524 P-HFH P-HFHS 8 12 16 20 24 28 32

0616 / 0624 P-HFH P-HFHS N/A 12 16 20 24 28 32

P-HFHS (Stainless Steel Standard Sizes)

Product Code
Thread Code
Length Code

P - H F H S - 0 4 2 0 - 2 0
P - H F H S - 0 4 2 0 - 2 0
P - H F H S - 0 4 2 0 - 2 0
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Thread
Code Stud Type

Max Nut
Tightening

Torque
(Nm)

Test Sheet Material

Cold Rolled Steel Aluminum

Installation
(kN)

Pushout
(N)

Torque-out
(Nm)

Installation
(kN)

Pushout
(N)

Torque-out
(Nm)

M5
Steel

4.5 25 1600
9

15 1000 6
Stainless Steel 7

M6
Steel

10 30 2200
15

20 1500
13

Stainless Steel 11 11

M8
Steel

22 45 3500
35

30 2000
28

Stainless Steel 20 20

M10
Steel

37 55 5000
55

40 3000 35
Stainless Steel 35

Thread
Code Stud Type

Max Nut
Tightening

Torque
(ft/lbs)

Test Sheet Material

Cold Rolled Steel Aluminum

Installation
(lbs)

Pushout
(lbs)

Torque-out
(ft/lbs)

Installation
(lbs)

Pushout
(lbs)

Torque-out
(ft/lbs)

10
Steel

3.5 5500 350
6

3300 200 4
Stainless Steel 4

1/4
Steel

10 7000 520
11

4500 320
10

Stainless Steel 88

5/16
Steel

17 10000 700
23

7000 450
22

Stainless Steel 16 16

3/8
Steel

26 12000 900
35

8300 600 25
Stainless Steel 24

Note: The above values are averages when correct installation is performed. Variations
in holes size, material and installation will affect these results. For specifi c advice we

strongly recommend consultation with your PSM Technology Centre.
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P-HFH / P-HFHS SELF CLINCHING STUDS are easy to install because
only simple tooling is required. However, it is very important to

note that they must always be installed by a squeeze action
press rather than a hammer blow.

Punched holes are recommended.

Thread 
Size

Metric

Punch Anvil

Recess
Width

D

mm

Recess
Depth

F

mm

Min
Die

Length

Bore
Diameter

C

mm

Thin Sheet

C/sink Dia
A

mm

Sheet
Thickness

mm

M5 8.2 - 8.4 0.99 - 1.04 L 5.1 - 5.15 5.8 - 5.9 0.90 - 1.29

M6 9.8 - 10.0 1.12 - 1.17 L 6.1 - 6.15 7.0 - 7.1 1.00 - 1.49

M8 12.9 - 13.1 1.63 - 1.68 L 8.1 - 8.15 9.0 - 9.1 1.50 - 1.99

M10 16.1 - 16.3 2.10 - 2.12 L 10.1 - 10.15 - -

Thread 
Size

Unified

Punch Anvil

Recess
Width

D

inch

Recess
Depth

F

inch

Min
Die

Length

Bore
Diameter

C

inch

Thin Sheet

C/sink Dia
A

inch

Sheet
Thickness

inch

10 .315 - .325 .035 - .036 L .191 - .194 .216 - .220 .036 - .049

1/4 .395 - .405 .045 - .046 L .250 - .253 .286 - .296 .040 - .059

5/6 .495 - .505 .063 - .064 L .313 - .316 .350 - .354 .060 - .074

3/8 .595 - .605 .077 - .078 L .376 - .379 - -

SHEET

PUNCH

C

L+3.00mm
/.118”

Standard Anvil

L+3.00mm
/.118”

Thin Sheet Anvil

A

C

D

F

Punch a hole in the metal sheet to the s ize
recommended in our technical data table. De-burring of
the hole is not recommended.

Insert the stud through the hole in sheet and into the
appropriate  anvil as detailed below.

Apply squeezing pressure sufficient to fully embed the
teeth, bringing the head into contact with the sheet.
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EASY TO ASSEMBLE WITH ANY SQUEEZE PRESS

HIGH RETENTION

NO DAMAGE TO DECORATIVE FINISHES ON PANELS

VISUAL PROOF OF SECURITY

ALWAYS PERPENDICULAR TO PANEL

HEAD INSTALLS FLUSH WITH SURFACE OF SHEET

HOLE SIZE
Holes may be punched or drilled and must be held to
a tolerance of (-0.00 +0.08mm  (.000"+.003")
Therefore punched holes are recommended

MAXIMUM SHEET HARDNESS
Rb70 for Stainless Steel Studs (P-TPS)

INSTALLATION
Apply squeezing pressure sufficient only to
embed the head of the stud fl ush with surface
of the sheet. Avoid excessive pressures.
Installation forces vary with panel material and
size of stud head.
See methods of assembly for suggested tooling
for applying these forces. 

TOOLING NOTE:
Studs are installed using a fl at top punch and
flat bottom anvil with a clearance hole to
accept the plain  stud.
Where the sheet material is thin, a special thin
sheet bottom anvil is required which includes
a countersink at the top to create space for
clinch ring and displaced sheet material.
See METHODS OF ASSEMBLY page for details.

www.psminternational.com

The P-TPS SELF CLINCHING PIN is a plain stainless steel un-
threaded fastener. It incorporates a plain platform under the

head, which when embedded in the sheet, displaces material
into the clinch ring securing the fastener fi rmly in place.

They are used for location, pivot and al ignment
applications.
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MATERIAL CODE
P-TPS  - Stainless Steel

All dimensions in millimetres

P-TPS

Product Code
Pin Diameter Code
Length Code (mm)

P-TPS-4mm-10
P-TPS-4mm-10
P-TPS-4mm-10

Pin
Diameter
P +/- 0.05

Pin
Diameter

Code

Min
Sheet

Thickness

Hole Size in
Sheet

+0.08 -0.00

D
+/- 0.15

S
Max

Head Diameter
E

+/-  0.4

Minimum distance
centre line hole
to sheet edge

3 3mm 1.0 3.5 2.05 2.29 5.2 6.4

4 4mm 1.0 4.5 2.82 2.29 6.12 7.1

5 5mm 1.0 5.5 3.53 2.29 7.19 7.6

6 6mm 1.0 6.5 4.24 2.29 8.13 7.9

PIN DIAMETER
CODE

Length Code "L" +/- 0.4 
 (Length Code in millimeters)

3mm 8 10 12 16 NA

4mm 8 10 12 16 NA

5mm NA 10 12 16 20

6mm NA NA 12 16 20
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MATERIAL CODE
P-TPS  - Stainless Steel

All dimensions in inches

P-TPS

Product Code
Pin Diameter Code
Length Code (1/16")

P - T P S - 1 2 5 - 1 0
P - T P S - 1 2 5 - 1 0
P - T P S - 1 2 5 - 1 0

PIN
DIAMETER
P +/- .002

PIN
DIAMETER

CODE

Min
Sheet

Thickness

Hole Size in
Sheet

+.003 -.000

D
+/-.006

S
Max

Head Diameter
E

+/- 0.015

Minimum distance
centre line

hole to sheet edge

.125 125 .040 .144 .090 .090 .205 .250

.187 187 .040 .205 .132 .090 .270 .280

.250 250 .040 .272 .177 .090 .335 .310

PIN DIAMETER 
CODE

Length Code "L" +/- .015 in 1/16th of an inch

0.375" 0.500" 0.625" 0.750" 1.00"

125 6 8 10 12 NA

187 6 8 10 12 16

250 NA 8 10 12 16
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Punch a hole in the metal sheet to the size
recommended in our technical data table. De-
burring of the hole is not recommended.

Insert the stud through the hole in sheet and into the
appropriate anvil as detailed below.

Apply squeezing pressure sufficient to install the head
fl ush with top face of sheet.

www.psminternational.com

SELF CLINCHING PLAIN PINS are easy to install because no special
tooling is necessary. However, it is very important to note that

they must always be installed by a squeeze action press rather
than a hammer blow.

Punched holes are always recommended.

1.

2.

3.

Pin Dia Anvil

Code A C

Metric mm mm

3mm 3.83 - 3.93 3.06 - 3.16

4mm 4.83 - 4.93 4.06 - 4.16

5mm 5.84 - 5.94 5.08 - 5.18

6mm 6.84 - 6.94 6.07 - 6.17

Pin Dia Anvil

Code A C

Unifi ed inch inch

125 .158 - .162 .128 - .132

187 .218 - .222 .190 - .194

250 .283 - .287 .253 - .257

Thin Sheet Anvil Use
3mm & 4mm  for sheet 1.0 - 1.7
5mm              for sheet 1.0 – 1.8
6mm              for sheet 1.0 – 1.9

125   for sheet .040”-.060”
187   for sheet .040”-.065”
250   for sheet .040”-.075”
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PIN DIAMETER
CODE

Test Sheet
Material

Sheet Hardness
Rb

Installation
(KN)

Push Out
(N)

3mm
Aluminum 22 16 700

Steel 60 23 1100

4mm
Aluminum 22 23 1000

Steel 60 28 1700

5mm
Aluminum 22 28 1300

Steel 60 35 2000

6mm
Aluminum 22 31 1600

Steel 60 40 2400

Note: The above values are averages when correct installation is performed.
Variations in holes size, material and installation will affect these results. For

specific advice we strongly recommend consultation with your PSM Technology
Centre.

PIN DIAMETER
CODE

Test Sheet
Material

Sheet Hardness
Rb

Installation
(lbs)

Push Out
(lbs)

125
Aluminum 22 4600 160

Steel 60 6300 240

187
Aluminum 22 6500 250

Steel 60 8000 400

250
Aluminum 22 7400 300

Steel 60 9200 540

Unifi ed performance data

SMF-37 Version 0310
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ALLOWS CAPTIVE NUTS TO BE USED IN PANELS WHERE LACK 
OF SPACE PREVENTS THE USE OF CONVENTIONAL CAPTIVE
FASTENERS

EASILY ASSEMBLED INTO ROUND HOLES

HIGH PULL OUT

HIGH TORQUE RESISTANCE

PROVIDES FLUSH FINISH TO BOTH SIDES OF THE SHEET

HOLE SIZE
Holes must be held to a tolerance of -.000” +.003”
(-0.00mm +0.08mm)
Therefore punched holes are recommended
Holes must not be de-burred or chamfered

INSTALLATION
Must always be carried out using a squeeze
action - NEVER a shock load

SHEET HARDNESS
Must be less than 70RB (128VPN)

SHEET THICKNESS
See dimensions table

SHANK NUMBER
Always use the longest shank possible for the
sheet thickness.
This will optimize the stripping strength and
resistance to side loads.

DIRECTION OF LOAD
P-F fasteners should always be loaded from the
pilot end See maximum screw tightening torque
to prevent over loading of  head or thread.

www.psminternational.com

P-F FLUSH SELF CLINCHING NUTS have been designed to provide
a thread within the sheet thickness giving a fl ush finish to both

sides.

A simple squeezing action embeds the hexagonal head into
the sheet and the displaced metal fl ows evenly around the
undercut shank securely locking it into place.
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C

HA

MATERIAL CODE
P-F - Stainless Steel

MAXIMUM SHEET HARDNESS
P-F = Rb 70

All dimensions in millimeters

THREAD
SIZE / CODE

Shank
Code

For Min
Sheet

Thickness
A (max)

Hole Size in 
Sheet

+0.08 -0.00

Diameter
of Shank
C (max)

H
A/F

Nominal

Minimum
distance

centre line hole 
to sheet edge

M2
1 1.50 - 2.3 1.50

4.37 4.35 4.80 6.0
2 ≥ 2.32 2.30

M2.5
1 1.50 - 2.3 1.50

4.37 4.35 4.80 6.0
2 ≥ 2.32 2.30

M3
1 1.50 - 2.3 1.50

4.37 4.35 4.80 6.0
2 ≥ 2.32 2.30

M4
1 1.50 - 2.3 1.50

7.37 7.35 7.90 7.2
2 ≥ 2.32 2.30

M5
1 1.50 - 2.3 1.50

7.92 7.90 8.70 8.0
2 ≥ 2.32 2.30

M6

3 3.1 - 3.85 3.05

8.74 8.72 9.50 8.84 3.9 - 4.63 3.84

5 ≥ 4.65 4.63

P-F (Stainless Steel Standard Sizes)

Product Code
Thread Code
Shank Code

P-F-M4-1
P-F-M4-1
P-F-M4-1
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C

HA

MATERIAL CODE
P-F    - Stainless Steel)

MAXIMUM SHEET HARDNESS
P-F = Rb70

THREAD
SIZE / CODE

Shank
Code

For Min
Sheet

Thickness
A (max)

Hole Size in 
Sheet

+.003 -.000

Diameter
of Shank
C (max)

H
A/F

Nominal

Minimum distance
centre line hole 
to sheet edge

256
1 .060 -.090 .060

.172 .171 .188 .230
2 ≥.091 .090

440
1 .060 -.090 .060

.172 .171 .188 .230
2 ≥.091 .090

632
1 .060 -.090 .060

.213 .212 .250 .270
2 ≥.091 .090

832
1 .060 -.090 .060

.290 .289 .312 .280
2 ≥.091 .090

032 / 024
1 .060 -.090 .060

.312 .311 .343 .310
2 ≥.091 .090

0420 / 0428

3 .125 -.155 .120

.344 .343 .375 .3404 .156 -.186 .151

5 ≥.187 .182

All dimensions in inches

P-F (Stainless Steel Standard Sizes)

Product Code
Thread Code
Shank Code

P-F-832-1
P-F-832-1
P-F-832-1
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Punch a hole in the metal sheet to the size
recommended in our technical data table.
De-burring of the hole is not recommended.
Insert the shank of the fastener into the hole.
Apply squeezing pressure sufficient to embed
hexagonal head fl ush in sheet.

P-F SELF CLINCHING NUTS are easy to install because no special
tooling is necessary. However, it is very important to note they must

always be installed by a squeeze action press rather than a hammer
blow.

Punched holes are always recommended.

Thread
Code

Shank
Code

Max.
Tightening
Torque for

Mating Screw
(Nm)

Test Sheet Material
Cold Rolled Steel 5052-H34 Aluminum

Installation
(kN)

Pushout
(N)

Installation
(kN)

Pushout
(N)

M2 1 0.20 15 1000 10 8502

M2.5 1 0.25 15 1000 10 8502

M3 1 0.35 15 1000 10 850
2

M3.5 1 0.40 17 1200 12 10002

M4 1 0.60 19 1450 13 12002

M5 1 1.00 20 1600 14 13002

M6
3

3.90 22 2800 17 20004
5

Thread
Code

Shank
Code

Max.
Tightening
Torque for 

Mating Screw
(in/lbs)

Test Sheet Material

Cold Rolled Steel 5052-H34 Aluminum
Installation

(lbs)
Pushout

(lbs)
Installation

(lbs)
Pushout

(lbs)

256
1

1.8 3300 220 2200 1902

440
1

3.0 3300 200 2200 1902

632
1

3.7 3800 270 2400 2202

832
1

5.5 4200 325 2600 2702

032 / 024
1

8.0 4500 360 2800 2902

0420 / 0428
3

40 4900 630 3500 4504
5

Note: The above values are averages when correct installation is
performed. Variations in holes size, material and installation will affect

these results. For specific advice we strongly recommend consultation with
your PSM Technology Centre.

1.

2.
3.
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AVAILABLE IN A RANGE OF SPACER LENGTHS
REMAINS MECHANICALLY CLINCHED IN SHEET
FOR HEAVY DUTY APPLICATIONS LSS (LARGER
SUPPORT SURFACE) TYPES ARE AVAILABLE (3.5M3 –
6440 – 8632)
THROUGH THREADED AND BLIND THREADED
RANGES.
PLAIN HOLE VERSIONS AVAILABLE TO SPECIAL ORDER

SELF CLINCHING STAND OFFS are designed to serve as spacers or
distance pieces. A simple squeezing action embeds the hexagonal

head into the sheet causing the displaced metal to flow into the
clinching groove.

HOLE SIZE
Holes must be held to a tolerance of -.000” +.003”
(-0.00mm +0.08mm)
Therefore punched holes are recommended.
Holes should not be de-burred or countersunk.

INSTALLATION
Must always be carried out using a squeeze action -
NEVER a shock load

MAXIMUM SHEET HARDNESS
Rb80 for hardened steel fasteners (P-SO & P-BSO)
Rb70 for stainless steel fasteners (P-SOS & P-BSOS)
Rb50 for aluminum fasteners (P-SOA & P-BSOA)

HEAVY DUTY USE
Where heavy duty use is anticipated, P-SO and P-BSO
fasteners in the smaller thread sizes may be specifi ed
in larger body sizes offering greater wall thickness. 
(For example: M3 in M3.5 body size would be coded
3.5M3 and 4.40UNC in 6.32UNC body size would be
coded 6440 (see dimension charts) 

www.psminternational.comVersion 0310



SMF-43 www.psminternational.com

MATERIAL CODES
P-SO - Hardened Steel Zinc Plated
P-SOS - Stainless Steel
P-SOA - Aluminum

STANDARD PLATING FINISH
Zinc & Clear Trivalent Passivation (Z)

L

D

B

H

C

All dimensions in millimetres

P-SO (Steel Standard Sizes)

Product Code
Thread Code
Length Code
Plating Code

P - S O - M 4 - 1 0 - Z
P - S O - M 4 - 1 0 - Z
P - S O - M 4 - 1 0 - Z
P - S O - M 4 - 1 0 - Z

P-SOS (Stainless Steel Standard Sizes)

Product Code
Thread Code
Length Code

P - S O S - M 4 - 1 0
P - S O S - M 4 - 1 0
P - S O S - M 4 - 1 0

THREAD
SIZE / CODE

Min
Sheet

Thickness

Hole Size in 
Sheet

+0.08 -0.00

C
+0.00 -0.13

B
Counter-Bore Dia

+/- 0.13

H
A/F

Nominal

Minimum distance
centre line hole 
to sheet edge

M2.5 1.0 4.20 4.19 3.20 4.80 6.0
M3 1.0 4.20 4.19 3.20 4.80 6.0

3.5M3 1.0 5.40 5.39 3.20 6.40 6.8
M3.5 1.0 5.40 5.39 3.90 6.40 6.8
M4 1.3 7.15 7.12 4.80 7.90 8.0
M5 1.3 7.15 7.12 5.35 7.90 8.0

THREAD
SIZE / CODE

Type
Length Code "L" +0.05 -0.13
(Length Code in millimetres)Steel Stainless

Steel Aluminum

M2.5 P-SO P-SOS P-SOA 3 4 6 8 10 12 14 16 18 N/A N/A N/A
M3 P-SO P-SOS P-SOA 3 4 6 8 10 12 14 16 18 N/A N/A N/A

3.5M3 P-SO P-SOS P-SOA 3 4 6 8 10 12 14 16 18 N/A N/A N/A
M3.5 P-SO P-SOS P-SOA 3 4 6 8 10 12 14 16 18 20 22 25
M4 P-SO P-SOS P-SOA 3 4 6 8 10 12 14 16 18 20 22 25
M5 P-SO P-SOS P-SOA 3 4 6 8 10 12 14 16 18 20 22 25

D = Counterbore Depth +/- 0.25 NONE 4.0 8.0 11.0

Plain hole versions available to special order. Plain hole versions available to special order.
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MATERIAL CODES
P-SO - Hardened Steel Zinc Plated

P-SOS - Stainless Steel
P-SOA - Aluminum

STANDARD PLATING FINISH
Zinc & Clear Trivalent Passivation (Z)

THREAD
SIZE / CODE

Min
Sheet

Thickness

Hole Size in 
Sheet

+.003 -.000

C
+0.000
-0.005

B
Counter-Bore

Dia
+/- 0.005

H
A/F

Nominal

Minimum distance
centre line hole 
to sheet edge

440 .040 .166 .165 .125 .187 .230
6440 .040 .213 .212 .125 .250 .270
632 .040 .213 .212 .156 .250 .270
8632 .050 .281 .280 .156 .312 .310
832 .050 .281 .280 .188 .312 .310

032 / 024 .050 .281 .280 .203 .312 .310

All dimensions in inches

THREAD
SIZE / CODE

Type Length Code "L" +.002 -.005 (Length Code in 32nds of an inch)

Steel Stainless
Steel Aluminum 1/8

.125
3/16
.187

1/4
.250

5/16
.312

3/8
.375

7/16
.437

1/2
.500

9/16
.562

5/8
.625

11/16
.687

3/4
.750

13/16
.812

7/8
.875

15/16
.937

1
1.00

1.1/16
1.062

440 P-SO P-SOS P-SOA 4 6 8 10 12 14 16 18 20 22 24 N/A N/A N/A N/A N/A
6440 P-SO P-SOS P-SOA 4 6 8 10 12 14 16 18 20 22 24 N/A N/A N/A N/A N/A
632 P-SO P-SOS P-SOA 4 6 8 10 12 14 16 18 20 22 24 26 28 30 32 34
8632 P-SO P-SOS P-SOA 4 6 8 10 12 14 16 18 20 22 24 26 28 30 32 34
832 P-SO P-SOS P-SOA 4 6 8 10 12 14 16 18 20 22 24 26 28 30 32 34

032 / 024 P-SO P-SOS P-SOA 4 6 8 10 12 14 16 18 20 22 24 26 28 30 32 34
D = Counterbore Depth +/- .010 NONE .187 .312 .437

P-SO (Steel Standard Sizes)

Product Code
Thread Code
Length Code
Plating Code

P - SO -832 - 10 - Z
P - SO - 832 - 10 - Z
P - SO -832 - 10 - Z
P - SO -832 - 10 - Z

P-SOS (Stainless Steel Standard Sizes)

Product Code
Thread Code
Length Code

P - S O S - 8 3 2 - 1 0
P - S O S - 8 3 2 - 1 0
P - S O S - 8 3 2 - 1 0

www.psminternational.com

Plain hole versions available to special order. Plain hole versions available to special order.

L

D

B

H

C
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MATERIAL CODES
P-BSO - Hardened Steel Zinc Plated
P-BSOS - Stainless Steel
P-BSOA - Aluminum

STANDARD PLATING FINISH
Zinc & Clear Trivalent Passivation (Z)

All dimensions in millimetres

P-BSO (Steel Standard Sizes)

Product Code
Thread Code
Length Code
Plating Code

P-BSO-M4-10-Z
P-BSO-M4-10-Z
P-BSO-M4-10 -Z
P-BSO-M4-10-Z

P-BSOS (Stainless Steel Standard Sizes)

Product Code
Thread Code
Length Code

P - B S O S - M 4 - 1 0
P - B S O S - M 4 - 1 0
P - B S O S - M 4 - 1 0

THREAD
SIZE / CODE

Min
Sheet

Thickness

Hole Size in 
Sheet

+0.08 -0.00

C
+0.00 -0.13

H
A/F

Nominal

Minimum distance
centre line hole 
to sheet edge

M2.5 >1.0 4.20 4.19 4.80 6.0
M3 >1.0 4.20 4.19 4.80 6.0

3.5M3 >1.0 5.40 5.39 6.40 6.8
M3.5 >1.0 5.40 5.39 6.40 6.8
M4 >1.3 7.15 7.12 7.90 8.0
M5 >1.3 7.15 7.12 7.90 8.0

THREAD
SIZE / CODE

Type

Length Code "L" +0.05 -0.13 
(Length Code in millimetres)Steel Stainless

Steel Aluminum

M2.5 P-BSO P-BSOS P-BSOA 6 8 10 12 14 16 18 N/A N/A N/A
M3 P-BSO P-BSOS P-BSOA 6 8 10 12 14 16 18 20 22 25

3.5M3 P-BSO P-BSOS P-BSOA 6 8 10 12 14 16 18 20 22 25
M3.5 P-BSO P-BSOS P-BSOA 6 8 10 12 14 16 18 20 22 25
M4 P-BSO P-BSOS P-BSOA 6 8 10 12 14 16 18 20 22 25
M5 P-BSO P-BSOS P-BSOA 6 8 10 12 14 16 18 20 22 25

F = min full threads in mm 3.2 4.0 5.0 6.5 9.5

H

C

F

L
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MATERIAL CODES
P-BSO - Hardened Steel Zinc Plated
P-BSOS - Stainless Steel

P-BSOA - Aluminum

STANDARD PLATING FINISH
Zinc & Clear Trivalent Passivation (Z)

All dimensions in inches

P-BSO (Steel Standard Sizes)

Product Code
Thread Code
Length Code
Plating Code

P-BSO-832-10-Z
P-BSO-832-10-Z
P-BSO-832-10-Z
P-BSO-832-10-Z

P-BSOS (Stainless Steel Standard Sizes)

Product Code
Thread Code
Length Code

P-BSOS -832 -10
P -BSOS -832 -10
P -BSOS -832 - 10

THREAD
SIZE / CODE

Min
Sheet

Thickness

Hole Size in 
Sheet

+.003 -.000

C
+0.000 -0.005

H
A/F

Nominal

Minimum distance
centre line hole 
to sheet edge

440 .040 .166 .165 .187 .230
6440 .040 .213 .212 .250 .270
632 .040 .213 .212 .250 .270
8632 .050 .281 .280 .312 .310
832 .050 .281 .280 .312 .310

032 / 024 .050 .281 .280 .312 .310

THREAD
SIZE / CODE

Type Length Code "L" +.002 -.005 (Length Code in 32nds of an inch)

Steel Stainless
Steel Aluminum 5/16

.312
3/8
.375

7/16
.437

1/2
.500

9/16
.562

5/8
.625

11/16
.687

3/4
.750

13/16
.812

7/8
.875

15/16
.937

1
1.00

1.1/16
1.062

440 P-BSO P-BSOS P-BSOA 10 12 14 16 18 20 22 24 26 28 30 32 34
6440 P-BSO P-BSOS P-BSOA 10 12 14 16 18 20 22 24 26 28 30 32 34
632 P-BSO P-BSOS P-BSOA 10 12 14 16 18 20 22 24 26 28 30 32 34
8632 P-BSO P-BSOS P-BSOA 10 12 14 16 18 20 22 24 26 28 30 32 34
832 P-BSO P-BSOS P-BSOA 10 12 14 16 18 20 22 24 26 28 30 32 34

032 / 024 P-BSO P-BSOS P-BSOA 10 12 14 16 18 20 22 24 26 28 30 32 34
F = min full threads in inches .156 .187 .250 .375

H

C

F

L
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SELF CLINCHING STAND OFFS are easy to install because no special
tooling is necessary. However, it is very important to note that

they must always be installed by a squeeze action press rather
than a hammer blow.
Punched holes are always recommended.

Punch a hole in the metal sheet to the size
recommended in our technical data table. De-
burring of the hole is not recommended.
Insert the stand off through the hole in sheet and
into the “anvil” as shown in the drawing.
Apply squeezing pressure sufficient to embed
hexagonal head fl ush in sheet.

Thread Size A' = Hole in Anvil

Metric Unifi ed mm inches

2.5/3 440 4.3 - 4.4 .169 - .173

3.5M3 6440 5.5 - 5.6 .217 - .220

3.5 632 5.5 - 5.6 .217 - .220

4 832 7.2 - 7.3 .283 - .287

5 1032 7.2 - 7.3 .283 - .287

Thread Code Stand Off Type
Test Sheet Material

1.5 mm Cold Rolled Steel 1.5 mm 5052-H34 Aluminum
Installation (kN) Pushout (N) Torque-out (Nm) Installation (kN) Pushout (N) Torque-out (Nm)

M2.5
Steel 10 1200 2.0 5.5 820 1.40

Stainless Steel 10 1200 2.0 5.5 820 1.40
Aluminum NA NA NA 5.5 820 1.40

M3
Steel 10 1200 2.2 5.5 820 1.40

Stainless Steel 10 1200 2.2 5.5 820 1.40
Aluminum NA NA NA 5.5 820 1.40

3.5M3
Steel 15 1700 2.2 8.5 1260 1.80

Stainless Steel 15 1700 2.2 8.5 1260 1.80
Aluminum NA NA NA 8.5 1260 1.80

M3.5
Steel 15 1700 3.9 8.5 1260 2.65

Stainless Steel 15 1700 3.9 8.5 1260 2.65
Aluminum NA NA NA 8.5 1260 2.65

M4
Steel 18 2550 8.8 11 1850 5.65

Stainless Steel 18 2550 8.8 11 1850 5.65
Aluminum NA NA NA 11 1850 5.65

M5
Steel 18 2550 8.8 11 1850 5.65

Stainless Steel 18 2550 8.8 11 1850 5.65
Aluminum NA NA NA 11 1850 5.65

Thread
Code Stand Off Type

Test Sheet Material
.060" Cold Rolled Steel .060" 5052-H34 Aluminum

Installation (lbs) Pushout   (lbs) Torque-out
(in/lbs) Installation (lbs) Pushout   (lbs) Torque-out (in/lbs)

440
Steel 2200 270 20 1200 185 13

Stainless Steel 2200 270 20 1200 185 13
Aluminum NA NA NA 1200 185 13

6440
Steel 3300 380 20 1900 285 13

Stainless Steel 3300 380 20 1900 285 13
Aluminum NA NA NA 1900 285 13

632
Steel 3400 380 35 1900 285 24

Stainless Steel 3400 380 35 1900 285 24
Aluminum NA NA NA 1900 285 24

8632
Steel 4000 575 35 2500 415 30

Stainless Steel 4000 575 35 2500 415 30
Aluminum NA NA NA 2500 415 30

832
Steel 4000 575 78 2500 415 50

Stainless Steel 4000 575 78 2500 415 50
Aluminum NA NA NA 2500 415 50

032
Steel 4000 575 78 2500 415 50

Stainless Steel 4000 575 78 2500 415 50
Aluminum NA NA NA 2500 415 50

and installation will affect these results. For specific advice we strongly
recommend consultation with your PSM Technology Centre.

Note: The above values are averages when correct
installation is performed. Variations in holes size, material 
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While this catalog focuses primarily on sheet metal fasteners, PSM 
International is also a market leader in Inserts for Plastics and other 
assembly components.  If you do not see exactly what you are looking 
for, please contact PSM International – we would be happy to review your 
application and propose a solution.

http://www.psminternational.com

Wherever you are PSM can support you with...
Global Sales Offi ces

Market Leading Applications Engineering
State of the Art Technical Centers

Rapid Prototyping
Complete Product Line

Inserts for Plastics

Sheet Metal fasteners

Direct Screw fixings

fasteners for Special Materials

Spring Steel & Special components

The application of plastics in engineering design is on the increase, which 
is why we offer the widest selection of inserts for plastics and every 
installation technique.
Our applications Engineers are on hand to help you choose the most 
suitable fastener for your specifi c requirements, can offer pre-production 
test facilities and provide accurate performance data for your particular 
installation conditions.

Self-clinching fasteners for sheet metal provide deep tapped female 
threads or studs for use in conjunction with thin sheet metallic materials.
Permanently attached to the parent material they allow the associated nut 
or bolt to be removed in service, without risk of the fastener becoming 
dislodged.
This features has already enabled a range of industries to streamline 
production methods and to fabricate complex shapes such as closed box 
sections.

Direct Screw Fixings are a fast, economical, production line solution for 
fi xing plastic and light alloy components recommended where the need for 
re-use and high assembly torque are not major considerations.
The range's unique patented thread forms have been engineered to 
maximise the advantages of Direct Screw Fixings.
The range includes forming screws for thermoplastics/light alloy materials 
and cutting types for use with thermosetting materials.

The success of new materials is often dependent on the ability to devise 
methods of fixing and fastening. This is particularly true of mechanical 
fastening systems that allow dismantling for adjustment, servicing or repair. 
The captive fasteners shown here have been designed to meet the needs of 
designers who require the strength of a steel thread when using lightweight 
alloys such as magnesium and resin-based printed circuit boards.

P.S.M International's range of spring steel purpose designed pressings offer 
designers unique, cost effective fasteners include simple lineside assembly, 
multi-functional capability, high strength to weight performance and ability 
to assemble multi material types.


