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A Study on the Development of Shoe Outsole Mold for Flash-less

Kwan Do Hur?, Hong Tae Yeo* and Young Choi**

ABSTRACT

In this study, to develop a flash-less mold 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. The vertical mold structure pressing the preform was introduced to produce a flash-less shoe-sole. To measure
the contact status of parting surface of mold, the pressure film has been used. The guide-gutter system and the
continuous pressing mold have been developed for the discharge of extra-materials and re-pressing. By the investigation,

flash of shoe-outsole was considerably reduced.

Key Words : Continuous pressing mold(=2H71 8 8), Extra-materials(% & 4= A), Guide-gutter system(-F =),
Wedge structure(# 7] 1 &), Pressure Film(} 2 2 &)
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Fig. 1 The mold type for rubber manufacturing
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Table 1 Material properties of rubber

Mat. E(MPa) Sy(MPa) v

SBR 1778K 1.67 0.0015 0.489

G =16.895""" [MPa]

Flow stress
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Fig. 2 Press forming of the outsole at the room temper-
ature
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Fig. 4 Design procedure for mass distribution
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Fig. 6 Schematic of the guide-gutter system

Fig. 7 Outsole by the guide-gutter system
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Fig. 8 Schematic of the continuous pressing mold
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Fig. 9 Dimension of tensile test specimen

(b) Proposed mold
Fig. 10 Test specimen before trimming
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(a) Previous mold (b) Proposed mold

Fig. 11 Test specimen after trimming
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Table 2 The results of mechanical test

Previous Proposed
Tensile strength (kg/cm?) 100 114
Hardness (A-Type) 60+0.1 58+0.1
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