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Development of the Adhesive Insulator Tube
based on EPDM/Kevlar for Solid Rocket Motor

Jinyong Kim* - Wonbok Lee* - Hyuk Suh* - Cheolhee Han**

ABSTRACT

In this study, we focused on development of the adhesive insulator using the case for solid rocket
motors. Material of insulator used unvulcanized rubber based on EPDM/kevlar. In case of front
insulator, preforms was made by using hot press molding, and then modified nylon film was inserted
between two preforms for boots manufacturing. Rear insulator included cylinder part was embodied
by only one mold with special designed and manufactured shape in the process. Boots part of rear

insulator was obtained by cutting machine with hard-metal cemented carbide.
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Fig. 7 Ablation thickness with length (0°)
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