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(A Possibility Study in Making Ceramic Cavity Plate for Compression and Transfer Moulds)
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Abstract

Currently, natural rubber products for vehicle assembly
industrial are formed by compression and transfer moulding.
Metal which has good machineability, small deformation after
hardening, good lapping surface, and corrosion resistance (such
as S50C SCM440 SK7 and S55C) have been employed for
making cavity plate of the mould. However, these materials are
quite expensive. The price is about 100-300 baht/kg depend on
material (price on March 2004) which results in high cost
production.

In order to reduce the cost of rubber mould making,
researchers have built cavity plates from other materials which

are cheaper as well as lower weight. In this project, researchers



used Porcelain (a mixing soil) to make cavity plates. This mixing
soil is only 5 baht/kg (price on March 2004). For this research,
two interesting area have been focused. These are 1)
Investigating appropriate process for making ceramic cavity plate,
and 2) Investigating endurance of cavity plate under pressure
during the compression process by using computational
simulation.

Experimental results indicated that ceramic made from
heating Porcelain can be used well as workpiece materials in
milling processes. From analysis by using computer simulation, it
was also found that ceramic mould cavity can resist the pressure
occurring due to the process. Additionally, results from
mechanical test of the plates indicated that ceramic cavity plates
have hardness more than 110 HRB. The results also showed
that it is possible to employ ceramic mould cavity in an actual

rubber production process.
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