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Development of Flash-less Die for Forming of Shoe-Outsole

K. H. Park, H. T. Yeo and K. D. Hur

Abstract

In this study, to develop a flash-less die for forming of shoe-outsole, experiments and forming analysis were carried out.

In order to reduce the extra-materials, offset method and mass distribution method are used in the preform design. To
improve the accuracy of contact surface of dies, the contact status of dies are measured by using the pressure film. The
vertical pressing die structure and the guide-gutter system have been developed for the discharge of extra-materials and
re-pressing.

By the investigation, flash of shoe-outsole was considerably reduced.
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Fig. 1 A press forming of the outsole at the room
temperature
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Fig. 2 Preform design by offset method
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Fig. 3 Design procedure for mass distribution in the
preforms
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(c) Discharge of extra-material and re-pressing
Fig. 5 Schematic of the proposed dies

Alr gate

Pressing pin

Extra-material

Guide-qutter system
—n

D ZATISIEOON :}
L ?49727@444/@2%2%2

Fig. 6 Schematic of the guide-gutter system
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Fig. 7 Measurement of contact surface by pressure film
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