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SIMPLY FLEXIBLE 
MOLDMAKING WITH 
SILICONES 

Making a boat hull, a chocolate, a bronze sculpture 
or a prototype? Silicone rubber is the material of 
choice for moldmaking in many different situations. 
 
The following pages will show you how to use  
silicones to make your project a reality. 
 
Rigid vs. flexible molds

ELASTOSIL® and WACKER®  
are registered trade marks of Wacker Chemie AG.
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WHY SILICONE ELASTOMERS?
ELASTOSIL® M silicone rubber products have unique properties that pay off –  
especially in moldmaking and prototyping. The diverse product range means  
you can find the right moldmaking compound to meet your special requirements 
no matter what the task.
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Resistance to many reproduction materials  

Excellent low-temperature flexibility  

Easy to demold  

Easy to mix  

Colored or translucent materials available  

Compatible with food  

High thermal stability  

Good mechanical properties   

Highly accurate molds  

Resistance to Many Reproduction  
Materials
Silicone can be used for virtually any  
reproduction material, from plaster and 
wax to concrete and even low-melting  
metals. Special grades of silicone rubber 
are recommended for certain casting 
resins.

 
 

Easy to Demold 
Silicone rubber yields flexible molds that  
can be used without release agents. Even 
complex geometries release quickly and  
easily as a result. 

Easy to Mix
Silicone moldmaking compounds consist  
of two components that can be blended at 
room temperature using either a spatula  
or stirring equipment. Products with a 1:1 
mixing ratio are available for particularly  
easy dosing.

Colored or Translucent Materials  
Available
When used for rapid prototyping, translucent 
grades allow manufacturers to cut the master 
from the silicone mold. Uses of colored  
compounds include the correct application  
of a silicone compound in skin molds.

Compatible with Food
Some of our products are suitable for 
food contact and meet the requirements  
of corresponding FDA standards.

Excellent Low-Temperature Flexibility 
Molds made from silicone rubber  
remain flexible even at prolonged low  
temperatures (down to -50 °C).

High Thermal Stability
Silicone elastomers retain their properties 
across a broad range of temperatures – even 
in prolonged heat (+180 °C). Specialty  
silicone rubber grades are even suitable for 
casting low-melting metal alloys (maximum 
melting point: 270 – 300 °C).

Good Mechanical Properties  
Silicone rubber is available in grades ranging 
from very soft to hard. Tear resistance even 
in flexible grades is outstanding, however. 
Mechanical properties remain stable over 
long periods of time.

Highly accurate molds
Silicone elastomers yield molds offering  
an exceptional level of detail and precision.  
Also, molds made from addition-curing  
grades reproduce dimensions with  
complete accuracy.



WHY ELASTOSIL® M?

“	�Silicone gives us a chance to 
create something hyperrealistic 
for the first time. ” 

 	 Brigitte Frank,  
	 head of the makeup and hairstyling team, 		   
	 Munich Kammerspiele

“	�I’ve used different materials at other locations. But with silicone,  
it was love at first sight. It’s easy to mix, easy to use, feels  
good and accurately reproduces the details on the original.” 

	 Prof. Annamaria Baciu,  
	 restorer for the Old Casino, 
	 Arad, Romania

ELASTOSIL® M products are two-part, room- 
temperature-vulcanizing (RTV-2) silicone molding 
compounds. ELASTOSIL® M silicone rubber  
grades are known for their quality and are used  
in an extraordinarily wide range of applications. 

Case studies 
WACKER – a silicone production pioneer 
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Case Studies
What are customers saying about ELASTOSIL® M? 
Read below to learn about exciting applications from  
a range of industries.

Ornamental elements 
of the Old Casino in 
Arad, Romania

Shoe design Makeup artists for the 
Munich Kammerspiele   

Sculpture-like 
desserts  

Lascaux caves  
(podcast)

WACKER is a Silicone Manufacturing 
Pioneer
Silicone rubber compounds first left the 
company’s production facilities back in 
1947. Today, WACKER’s plants in Europe, 
the Americas and Asia produce some 
3,000 silicone products and are among 
the world’s largest silicone producers. 
WACKER silicones can be found in every 
household and even in outer space, and  
are an indispensable component of the 
technologies of tomorrow, such as elec-
tromobility, photovoltaics and medical 
technology. 



Reproduction of artworks for restoration 
and for museums

Prototyping (visualization, working  
and preseries models) and small-scale  
production

Vacuum bags for infusion and prepreg  
processes in composite molding

Lifecasting, masks, prosthetics and 
moldmaking for theater and film

Molds for jewelery / the lost wax process Molds for manufacturing tire production 
molds and for developing new tires

Molds for cakes, cake decoration,  
chocolates, desserts, etc.

Creative moldmaking: molds for candles 
and soap, crafting and DIY

Molds for concrete and artificial stone  
in facade elements, face brick, tiles and 
plumbing fixtures

ELASTOSIL® MOLDMAKING  
AND PAD PRINTING APPLICATIONS

Pads for pad printing on keyboards, toys, 
athletic gear and automobile components
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Advantages of ELASTOSIL® RT 
Products in Pad Printing
•	 Outstanding flowability
•	 Good self-dearation
•	 Low viscosity
•	 Variable hardness (Shore A)
•	 Short demolding times
•	 Long-term mechanical stability
•	 High tear resistance
•	 Direct printing on uneven surfaces
•	 Simultaneous printing on different  

levels
•	 Suitable for almost any substrate
•	 Large number of prints (>> 100,000) 
•	 Printing speed (>1000 prints/hour)
•	 Very high printing precision (< 0.01 mm) 

virtually without failure

Advantages of ELASTOSIL® M  
for Museums
•	 Highly detailed reproduction of the  

original
•	 Can reproduce even extreme undercuts
•	 Highly resistant to a range of 

reproduction materials
•	 Easy to process without expensive 

equipment
•	 Flexibility: can be used for single or 

multi-part block or skin molds
•	 Suitable for all common molding 

techniques

Advantages of ELASTOSIL® M  
for Prototyping
•	 Good flow properties
•	 Cures quickly at room temperature  

with no shrinkage; curing greatly  
accelerated by heating

•	 Highly transparent
•	 High tensile strength
•	 Mechanical properties of the cured  

rubber exhibit outstanding long-term 
stability 

•	 	Excellent resistance to casting resins 
and polyamide

•	 Tensile strength and tear resistance

Advantages in Vacuum Bag  
Technology
•	 Shorter production cycles
•	 Less outgassing
•	 Less waste
•	 	Less labor intensive 

Advantages of ELASTOSIL® C
•	 Flexible
•	 Self-leveling
•	 Longer pot life and curing time
•	 	Suitable for large surfaces
•	 Suitable for vertical surfaces
•	 Reusable

Advantages of ELASTOSIL® FX  
for Special Effects (SFX)
•	 Safe for use on the skin (no irritation)
•	 Very soft, excellent stretch properties 

accommodate facial expressions and 
speaking when used for life molding 
and masks

•	 Excellent reproduction fidelity
•	 Can be adapted to individual needs 

through modular systems with  
different additives 

Advantages of ELASTOSIL® M  
in Manufacturing Molds and Texture  
Mats for Concrete
•	 Exceptional dimensional stability /  

non-shrink properties
•	 No release agent needed
•	 High tear resistance
•	 Large number of concrete, artificial 

stone or plaster castings possible

Advantages of ELASTOSIL® M  
in Jewelry Making
•	 Reproduces details with exceptional 

precision
•	 Suitable for large-scale production 
•	 Easy to process without expensive 

equipment

Advantages of ELASTOSIL® M  
in Manufacturing Molds for Food  
and Food Decoration
•	 Does not affect taste
•	 Reproduces details with considerable 

accuracy
•	 Long-term stability
•	 Complies with FDA food contact regu-

lations 

Advantages of ELASTOSIL® M in Tire 
Mold Manufacturing
•	 Easy to process without expensive 

equipment
•	 Very good environmental compatibility
•	 Excellent reproduction fidelity
•	 Excellent mechanical strength

Advantages in Creative  
Moldmaking
•	 Reproduces details with exceptional 

precision
•	 Suitable for large-scale production 
•	 Easy to process without expensive 

equipment



Silicone moldmaking compounds are suitable for reproducing 
surface details or entire objects with outstanding accuracy. 
 
Uses range from single and multi-part block and skin molds  
to casting, impression and spreading techniques. 
 
This versatility makes it exceptionally easy to find the right  
moldmaking technique for every need. 

WHAT MOLDMAKING 
TECHNIQUES ARE THERE?
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1. Casting Technique 2. Impression Technique

One-Part                         Multi-Part  One-Part                         Multi-Part 

MOLDMAKING TECHNIQUE 1: BLOCK MOLDS

Place the model in a  
molding box and fill it with 
silicone rubber Demolding

Roll out the silicone and  
press the model into the  
silicone surface

•	 Quick and easy to  
produce

•	 No parting lines that  
need to be reworked  
at a later time

•	 Lower demolding  
forces relative to 1-part 
block mold

•	 Quick and easy to  
produce

•	 No parting lines that  
need to be reworked  
at a later time

•	 Lower demolding  
forces relative to  
1-part block mold

Demolding

ADVANTAGES:   
Molds are highly stable and ready for immediate casting
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One-Part Two-Part One-Part Two-Part

•	 Molds for concrete tiles
•	 Molds for composite  

shower trays
•	 Molds for wax sheets
•	 Molds for cake decoration

•	 Molds for jewelery – wax 
mold for later metal casting

•	 Reproduction of objects 
(figurines, etc.) with 
structural details on all  
sides

•	 Molds for replicating  
medals (structural detail  
on one side)

•	 Molds for replicating  
fossils (structural detail  
on one side)

•	 Molds for replicating  
two-sided coins

•	 Molds for replicating  
fossils (structural detail  
on all sides)

How to cast a one-part silicone block mold

Step 1 
Construct a molding  
box around the master 
model
•	 Prepare the model: 

Clean, secure loose 
parts, seal surface 
damages or cuts with 
plasticine / putty

•	 Fix model on a base + 
construct a frame  
(min 2 cm larger and 
higher than model)

•	 Seal joints of frame  
and base with putty

Step 2 
Pour the silicone rubber 
into the molding box
•	 Mix silicone + degas
•	 Pour from low height + 

keep same position
•	 Without degassing, 

brush a thin layer of 
mixed silicone onto  
the model + pour  
from high height

•	 Ensure 1cm coverage  
at the highest model 
point

Step 3 
After curing, demold  
the silicone 
•	 Let the silicone rubber 

cure (indiv. demolding 
time)

•	 Latest after 24h,  
demold the silicone

•	 Addition-cure:  
molds can be used  
right away

•	 Condensation-cure: 
finalize cure  
– 	with storage for  
	 48 – 72 h at room 	
	 temperature (rt) 
– 	or 24h storage at  
	 rt+ post-curing at 	
	 max. 70°C 
	 (acc. to thickness, 	
	 approx. 6h/cm)

Step 4 
Cast the reproduction 
material into the silicone 
mold
•	 Put silicone mold  

onto a solid base
•	 Possibly degas 

reproduction material 
and pour into the 
silicone mold

•	 Slight shaking / vibration 
of the mold 
– 	supports flow into  
	 all details  
– 	avoids air 	
	 entrapment

Step 5
Demold the casting

How to cast a one-part silicone block mold by impression

Step 1 
Preparation of rubber slab
•	 Weigh + mix a 

kneadable silicone 
rubber compound

•	 Form a slab that fits the 
model to be replicated 

•	 Slab should be min. 1cm 
thicker than the biggest 
recess of the model

Step 2 
Press model into the 
rubber slab (a)
•	 Prepare model: Clean, 

secure loose parts, seal 
surface damages or cuts 
with plasticine / putty

•	 Press model into the 
rubber slab from above 
– 	e.g. in case of coins, 	
	 jewelry, keys, …

Step 3 
Press model into the 
rubber slab (b) 
•	 Press the rubber slab 

onto the model with  
a rolling movement 
– 	e.g. in case of a  
	 shallow relief

Step 4 
Demold
•	 Demold after individual demolding time  

of the silicone rubber
•	 Latest after 24h

Step 5
Cast the reproduction 
material into the silicone 
mold
•	 Put silicone mold onto  

a solid base
•	 Possibly degas 

reproduction material 
and pour into the 
silicone mold

•	 Slight shaking/vibration 
of the mold 
– 	supports flow into  
	 all details  
– 	avoids air entrapment

Step 6
Demold the casting

How to do a two-part silicone block mold by impression

Step 1 
Preparation of rubber slab
•	 Weigh + mix a 

kneadable silicone 
rubber compound

•	 Form a slab that fits the 
model to be replicated 

•	 Slab should be min. 1cm 
thicker than the biggest 
recess of the model

Step 2 
Press 1st model part  
into rubber slab
•	 Prepare model:  

Clean, secure loose 
parts, seal surface 
damages or cuts with 
plasticine / putty

•	 Define parting line  
of model giving 
preferably two identical 
& symmetrical parts

•	 Press model into the 
rubber slab from above

•	 Evtl correct fit to the 
parting line

Step 3 
Press in locks and spacers
•	 Smoothen surface
•	 To ensure good fit  

of the two mold parts  
later, add “locks”:  
cuts or embed pins

•	 Evtl. place tubes or pins 
as placeholders for 
ventilation and casting 
holes

•	 After individual 
demolding time 
– 	apply release agent  
	 to all visible surfaces 	
	 of the first mold part 
–	To avoid adhesion to 	
	 the second mold part

Step 4 
Press 2nd model part  
into rubber slab 
•	 Press a 2nd rubber slab…  

–	 with a rolling 	
	 movement  
–	 onto the first  
	 mold part  
–	 with the embedded 	
	 model

Step 5 
Demold
•	 After individual 

demolding time of the 
rubber, latest after 24h 
– 	demold both mold 	
	 parts from the model

•	 In case no placeholders 
have been used earlier  
in the process 
–	 drill casting and 	
	 venting holes

Step 6 
Pour reproduction material
•	 Fit form parts together 

supported by the 
prepared locks, clamp  
or tie with a fabric tape

•	 Cast reproduction 
material slowly + under 
slight shaking/vibration 
of the mold

Step 7 
Demold casting

How to cast a two-part silicone block mold

Step 1 
Preparation
•	 Prepare the model: 

Clean, secure loose 
parts, seal surface 
damages or cuts with 
plasticine / putty

•	 Define parting line of 
model giving preferably 
two identical & 
symmetrical parts

•	 Cover lower model part 
with foil

•	 Fix model on a base + 
construct a frame  
(min 2 cm larger and 
higher than model)

•	 Seal joints of frame  
and base with putty

Step 2 
Embed 1st model part:  
non melting (clay, 
plasticine)
•	 Form embedding 

material to a plate:  
little bigger than the 
model, leaving space  
in the middle for the 
model

•	 To ensure good fit of  
the two mold parts later, 
add “locks”: cuts or 
embed pins

•	 Possibly place tubes or  
pins as placeholders  
for venting and casting 
holes

Step 3 
Embed 1st model part: 
melting (e.g. modelling 
wax)
•	 Melt and pour the 

embedding material up 
to model parting line 

•	 Let material set + 
possibly correct fit  
to parting line

•	 To ensure good fit of the 
two mold parts later, add 
“locks”: cuts or embed 
pins

•	 Possibly place tubes or 
pins as placeholders for 
ventilation and casting 
holes

Step 4 
Pour the silicone rubber 
into the molding box
•	 Mix silicone + degas
•	 Pour from low height + 

keep same position
•	 Without degassing, 

brush a thin layer of 
mixed silicone to the 
model + pour from  
high height

•	 Ensure a 1cm coverage 
on the highest model 
point

Step 5
Remove embedding 
material
•	 After individual 

demolding time,                
max. after 24h

Step 6 
Apply release agent
•	 Re-install frame
•	 Apply release agent to 

all visible surfaces of the 
first mold part 
– 	To avoid adhesion to 	
	 the second mold part

Step 7 
Cast second mold part
•	 Pour from low height + 

keep same position
•	 Without degassing, 

brush a thin layer of 
mixed silicone to the 
surface + pour from  
high height

•	 Ensure a 1cm coverage 
on the highest model 
point

Step 8 
Demold

Step 9 
Drill casting and venting 
holes
•	 In case no placeholders 

have been used earlier  
in the process

Step 10 
Pour reproduction material
•	 Fit form parts together 

supported by the 
prepared locks, clamp  
or tie with a fabric tape

•	 Cast reproduction 
material slowly + under 
slight shaking / vibration 
of the mold

Step 11 
Demold casting
•	 Once reproduction 

material has set, remove 
the support and the skin 
mold from the castin



1. Casting Technique 2. Brush Application

One-Part                         Multi-Part  One-Part                         Multi-Part 

MOLDMAKING TECHNIQUE 2: SKIN MOLD

•	 No parting lines that 
need to be reworked  
at a later time

•	 Lower demolding forces 
than for a 1-part mold

•	 Lower demolding forces 
than for a 1-part mold

•	 No parting lines that 
need to be reworked  
at a later time

Demold castingApply silicone rubber
Pour silicone rubber  

into mold Demold casting

ADVANTAGES:   
Low demolding forces, suitable even for extreme  

undercuts and cavities
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One-Part Two-Part One-Part Two-Part

•	 Molds for replicating reliefs
•	 Molds for replicating 

decorative facade elements

•	 Molds for replicating objects 
with structural details on all 
sides, e.g., theater masks, 
figurines

•	 Molds for body replicas 
•	 Molds for theater masks
•	 Copies with very 

complicated shapes

•	 Molds for replicating statues
•	 For working on an object on 

site

•	 Molds for replicating statues
•	 For working on an object on 

site
•	 Copies with very 

complicated shapes

How to cast a one part silicone skin mold

Step 1 
Prepare model with  
spacer material
•	 Prepare the model: 

Clean, secure loose 
parts, seal surface 
damages or cuts with 
plasticine / putty

•	 Fix model on a base
•	 Cover model with foil  

to avoid contamination 
of the model surface 
with the spacer material

•	 Cover model with an 
even layer of clay or 
putty (~1 cm)

•	 Fill undercuts fully or 
cover 

Step 2 
Cast or spread support 
mold
•	 Construct a frame  

min. 3 cm larger/higher 
than model

•	 Seal joints with putty
•	 Pour plaster  

Alternatively (no frame):
•	 Spread glass-fiber 

reinforced polyester                                                         
or epoxy resin 

Step 3 
Remove support and 
spacers
•	 Mark exact position  

of support mold on  
the base

Step 4 
Drill casting and venting 
holes
•	 In case no placeholders 

have been used earlier
•	 Drill casting holes  

on the lowest possible 
positions

•	 Drill venting holes on  
the highest possible 
positions

•	 To prevent air pockets 
being trapped during 
filling of the cavity

Step 5 
Pour the silicone rubber
•	 Reposition support  

mold + frame
•	 Pour mixed and 

degassed rubber  
under slight vibration  
of the mold

Step 6 
Demold
•	 Demold after  

individual demolding 
time, latest after 24h

Step 7 
Put skin mold into  
support mold
•	 Place the skin mold into 

the support using the 
spacers for the casting/ 
feeding and venting 
holes as guides

•	 Always keep the skin 
mold in the support 
during storage 
– �postcuring of the 

freshly vulcanized 
rubber may result  
in permanent 
deformation of the 
mold

Step 8 
Pour reproduction material
•	 Evtl degas reproduction 

material and pour slowly 
into the mold under 
slight shaking/vibration 
of the mold 
– �to allow good flow  

into every detail                          
without trapping air

Step 9 
Demold casting
•	 Once reproduction 

material has set, remove 
the support and the skin 
mold from the casting

How to do a one part silicone skin mold by spreading technique

Step 1 
Apply fine layer
•	 Prepare the model: 

Clean, secure loose 
parts, seal surface 
damages or cuts with 
plasticine / putty

•	 If model can be moved  
+ size allows, it can be 
molded horizontally, in 
this case fix model on 
base

•	 Apply catalyzed, 
flowable or slightly  
non-sag silicone rubber 
with a stiff short-haired 
brush onto the model 
surface (0.5 – 1 mm 
thick) or work by hand  
to avoid air bubbles

•	 Leave for 1-2 h to partly 
cure until the fine layer 
cannot be shifted, but 
still is tacky

Step 2 
Apply top layer
•	 Color the rubber with 

WACKER FL pigment 
paste to allow visual 
control of coverage

•	 Apply a 5 - 15 mm thick 
top layer of the 
catalyzed, non-sag 
rubber compound using 
a spatula

•	 Completely fill undercuts
•	 In case of deep 

undercuts, apply top 
layer to the interior 
surfaces + later make 
separate supporting 
wedges

•	 Possibly do locks to 
allow to position the skin 
mold in the support

•	 Smooth the rest of the 
top layer before rubber 
starts to cure using 
soapy water and your 
hands

Step 3 
Cast/Spread support
•	 After silicone curing time 

has elapsed, but within 
24 h, make the support

•	 By spreading plaster 
over the mold or making 
a frame and pouring the 
plaster around the mold 

Alternatively:
•	 Spread Vaseline on the 

rubber surface and apply 
a glass-fiber reinforced 
polyester or epoxy resin

Step 4 
Demold

Step 5 
Put skin mold into  
support mold
•	 Place the skin mold into 

the support,                                            
possibly use the locks 
as guides

•	 Always keep the skin 
mold in the support 
during storage 
–	� postcuring of the 

freshly vulcanized  
rubber may result  
in permanent 
deformation of the 
mold

Step 6 
Pour reproduction  
material
•	 Possibly degas 

reproduction material 
and pour slowly into the 
mold under slight 
shaking / vibration of the 
mold 
–	� to allow good flow into 

every detail without 
trapping air

•	 Once reproduction 
material has set, remove 
the support and the skin 
mold from the casting

Step 7 
Demold casting
•	 Once reproduction 

material has set, remove 
the support and the skin 
mold from the casting

How to cast a two part silicone skin mold

Step 1 
Preparation
•	 Prepare the model: 

Clean, secure loose 
parts, seal surface 
damages or cuts with 
plasticine / putty

•	 Define parting line of 
model giving preferably 
two identical & 
symmetrical parts

•	 Cover lower model part 
with foil to avoid 
contamination of the 
model surface with the                   
embedding material

•	 Fix model + construct 
frame (min. 3 cm larger) 
–	� In case there is a base 

fixed to the model: let 
this directly touch the 
frame allowing for a 
casting hole for the 
reproduction material 

•	 Seal joints with putty

Step 2 
Embed 1st model part:  
non melting  
(clay, plasticine)
•	 Form embedding 

material to a plate: little 
bigger than the model, 
leaving space in the 
middle for the model

•	 Position slab in the 
molding box and press 
to fit 

 

Step 3 
Embed 1st model part: 
melting (e.g. Melt and pour 
the embedding material up 
to model parting line 
•	 Let material set + 

possibly correct  
fit to parting line

•	 To ensure good fit of the 
two mold parts later, add 
“locks”: cuts or embed 
pins

•	 Possibly place tubes or 
pins as placeholders for 
ventilation and casting 
holes

Step 4 
Apply spacing layer
•	 Cover model with foil  

to avoid contamination 
of the model surface 
with the spacer material

•	 Cover model with an 
even layer of clay  
or putty (~1 cm)

•	 Fill undercuts fully  
or cover

Step 5 
Make 1st part of the 
support
•	 Pour plaster  

Alternatively (no frame):
•	 Spread glass-fiber 

reinforced polyester or 
epoxy resin

Step 6 
Remove support,  
drill holes
•	 Remove fram /support/ 

spacing layer/foil
•	 If not done via 

placeholders:                 
Drill casting holes in the 
lowest possible 
positions + venting holes 
in the highest possible 
positions                            
 prevent air entrapment

Step 7 
Cast 1st part of the  
skin mold
•	 Fix frame + position 

support without spacer 
over model

•	 Pour mixed and 
degassed rubber under 
slight vibration of the 
mold

Step 8 
Remove embedding 
material
•	 Remove frame after 

individual demolding 
time, latest after 24h

•	 Place mold on it’s back 
and remove base plate 
and embedding material 
(keep foil)

•	 Support and ready skin 
mold part remain on the 
model

Step 9 
Apply spacing layer
•	 Re-fix molding box
•	 Apply an uniform layer of 

clay or plasticine ~ 1 cm 
thick onto the foil that is 
still covering the model 
surface

•	 Completely fill or cover 
undercuts

Step 10 
Make 2nd part of the 
support
•	 Pour plaster  

Alternatively (no frame):
•	 Spread glass-fiber 

reinforced polyester  or 
epoxy resin

Step 11 
Remove spacers
•	 When support has set, 

disassemble box + 
remove 2nd part of 
support, spacer layer 
and foil

Step 12 
Apply release agent,  
drill holes
•	 Fix frame
•	 Apply release agent to 

all visible surfaces of 1st 
skin + support mold

•	 If not done via place-
holders, drill casting and 
venting holes

Step 13 
Cast 2nd part of the  
skin mold
•	 Fix frame + position 

support without spacer 
over model

•	 Pour mixed + degassed 
rubber under slight 
vibration of the mold

Step 14 
Demold

Step 15 
Insert skin mold parts  
into support
•	 Place skin mold parts 

into the upside down 
support parts using the 
spacers for the casting / 
venting holes as guides

•	 Correctly fit support 
mold parts + clamp or 
screw or fix with textile 
tape in case of PE / 
epoxy resin

•	 Always keep the skin 
mold in the support 
during storage 
– 	postcuring of the 
	 freshly vulcanized 	
	 rubber may result in 	
	 permanent deformation 	
	 of the mold

Step 16 
Pour reproduction material
•	 Possibly degas 

reproduction material 
and pour slowly into the 
mold under slight 
shaking / vibration of the 
mold

Step 17 
Demold casting

How to do a two part silicone skin mold in spreading technique

Step 1 
Preparation
•	 Prepare the model: 

Clean, secure loose 
parts, seal surface 
damages or cuts with 
plasticine / putty

•	 Define parting line of 
model giving preferably 
two identical & 
symmetrical parts

•	 If the model will be 
embedded, cover lower 
model part with foil to 
prevent its surface being 
soiled by the embedding 
material

•	 Immobilize model on 
base

Step 2 
Apply a dividing “wall”
•	 Large models are 

reproduced in an upright 
position

•	 Create a dividing wall: 
–	Place a flange of putty 	
	 along the parting line, 	
	 approx. 1-2 cm wide / 	
	 5 cm high 
–	Adjust dividing wall 	
	 exactly to parting line 	
	 and press it onto the 	
	 model

Step 3 
Apply locks
•	 Apply locks into the 

embedding or dividing 
wall material

•	 Cut locks in form of 
recesses or insert 
locating pins

•	 If needed, push tubes or 
pegs half-way into 
embedding material as 
spacers for lateral air 
escape and as feed 
channels

Step 4 
Apply fine layer 1st part
•	 Apply catalyzed, 

flowable or slightly  
non-sag silicone rubber 
–	� onto the 1st part of  

the model surface 
(0.5 – 1 mm thick)

–	� and the entire adjacent 
surface of the 
embedding or dividing 
wall material 

–	� with a stiff short-haired 
brush

–	� or work by hand to 
avoid air bubbles

•	 Leave for 1-2 h to partly 
cure until the fine layer 
cannot be shifted, but is 
still tacky

Step 5 
Apply top layer 1st part
•	 Color rubber with 

WACKER FL pigment 
paste to allow visual 
coverage control

•	 Apply a 5 - 15 mm thick 
top layer of the 
catalyzed, non-sag 
rubber compound using 
a spatula
–	� Completely fill 

undercuts
–	� In case of deep 

undercuts, apply top 
layer to the interior 
surfaces + later make 
separate supporting 
wedges

•	 Possibly do locks to 
allow to position the skin 
mold in the support

•	 Smooth the rest of the 
top layer before rubber 
starts to cure using 
soapy water and your 
hands

Step 6 
Make 1st part of the 
support
•	 Spread plaster over the 

mold
•	 Or if the model is 

horizontal, construct  
a box and pour in the 
plaster 

Alternatively:
•	 Coat rubber surface  

with vaseline
•	 Apply glass-fiber 

reinforced polyester  
or epoxy resin

Step 7 
Remove embedding or 
dividing wall material
•	 Remove dividing wall  

or embedding material  
+ foil

•	 Leave skin mold + 
support on the model

•	 Treat all exposed 
surfaces of the 1st part  
of the skin mold with 
release agent

Step 8 
Apply fine layer 2nd part
•	 Alike for the first part, 

apply catalyzed, 
flowable or slightly non-
sag silicone rubber onto 
the 2nd part of the model 
surface (0.5 – 1 mm 
thick)

Step 9 
Apply top layer 2nd part
•	 Alike for the first part, 

apply a 5 - 15 mm  
thick top layer of the 
catalyzed, non-sag 
rubber compound  
using a spatula

Step 10 
Make 2nd part of the 
support
•	 Spread plaster over  

the mold
•	 Or if the model is 

horizontal, construct  
a box and pour in  
the plaster 

Alternatively:
•	 Coat rubber surface  

with vaseline
•	 Apply glass-fiber 

reinforced polyester  
or epoxy resin

Step 12 
Insert skin mold parts  
into support
•	 Place skin mold parts 

into the upside down 
support parts using the 
locks

•	 Correctly fit support 
mold parts + clamp or 
screw in case of PE / 
epoxy resin

•	 Drill casting and venting 
holes if not done via 
spacers

•	 Always keep the skin 
mold in the support 
during storage

Step 11 
Demold

Step 13 
Pour reproduction material
•	 Possibly degas 

reproduction material 
and pour slowly into the 
mold under slight 
shaking/vibration of the 
mold

Step 14 
Demold casting



1. 
 Electroplating

2.
Vacuum bags for  

composite molding

4.  
Silicone molds for  
vacuum casting

3.  
Printing pads for  

pad printing

MOLDMAKING TECHNIQUE 3: SPECIALTY TECHNIQUES

ENDLESS POSSIBILITIES:
Silicone rubber can be used for developing an extraordinarily 

wide range of methods and techniques

5.
Silicone molds for  

metal and glass casting

9
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The pace of development is accelerating. Anyone who is slow to the market 
quickly gets left behind. But that’s not all: when you get there, your product 
increasingly needs to have the right design and form if it is to be a success. 
WACKER SILICONES supplies moldmaking compounds for producing 
prototypes consisting of different materials – which saves time and money in 
product development.

INSTANT 
CUSTOM MODELS

VACUUM CASTING: DEPENDABLE 
ONLY WITH SILICONES

One of the major requirements for manufactur-
ing high-quality prototypes by vacuum casting 
is extremely high surface reproduction fidelity. 
Other key criteria include the flow characteris-
tics and release properties of the moldmaking 
material. Silicone is unmatched in meeting these 
requirements – and has even more to offer: fast, 
shrink-free curing at room temperature, high Shore 
hardness, outstanding resistance to casting resins, 
and mechanical properties with excellent long-term 
stability. As a result, silicone is the most reliable 
material available for vacuum casting.
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flaws corrected in good time. Such physical prototypes 

are increasingly sought after around the world. Highly 

innovative industries – most notably the medical-engi-

neering, electrical and electronics sectors, as well as 

the automotive industry and its subcontractors – were 

early users of rapid prototyping methods.

Speed Is the Key to Success As Gröer says, “In 

addition to the need for a personalized design, the time 

factor is crucial. There’s no point in having a great idea 

for a designer MP3 player, for example, if a competitor 

markets one faster.” Speed is what counts in product 

development: whatever you make – consumer elec-

tronics or cars – you are competing against the rest of 

the world and face just as much pressure to innovate 

and cut costs as producers of electronic toys, print-

ers and mountain bikes. And time is money: everything 

Personalization is all the rage – and design is cru-

cial to success: whether cell phone, car, or cof-

fee percolator, the best technology in the world 

won’t sell if the design fails to appeal to the target 

group. Even mundane products now have to be styled: 

just think of the various must-have accessories for 

kitchens and the up-market or eye-catching packag-

ing now employed for food. “Even when a trendy new 

drink is launched, its success is still determined to an 

extent by the bottle’s design,” says Dr. Thomas Gröer, 

a WACKER SILICONES service engineer.

He’s spent the last ten years working in rapid pro-

totyping – which has evolved into an indispensable 

aspect of product development throughout industry. 

Display models and functional models are needed 

in the early planning stages of new products so that 

properties can be verified and design and construction 

must happen quickly, from first drafts to series pro-

duction. “Some 15 years ago, it took eight to ten years 

to develop a new car model,” recalls Gröer. “And its 

design would then remain virtually unchanged for ten 

years. Today, it’s developed in 30 months at most.”

Auto Industry in Flux This changed situation in the 

auto industry has been directly felt by WACKER’s sili-

cones experts. Things are heating up under car hoods: 

less space combined with increasing encapsulation of 

modules means higher temperatures, greater pressure 

differences and higher flow rates. The once humble 

intake pipe, for instance, bears little resemblance to 

modern intake manifolds. In addition, fuel, lubricants 

and cleaning products are placing greater corrosive 

stress on the constituent materials. So, to save time 

and money, automakers are increasingly demanding 

SILICONE UNDER VACUUM

Silicone vacuum casting is a very rapid and inexpensive 
way to produce small numbers of items from a material with 
properties that simulate the material for series production. 
It lends itself to high-quality, complex prototypes for vari-
ous application areas, such as functional and installation 
tests, production testing, and small batches. The first step 
in silicone vacuum casting is to make a silicone rubber mold 
of the original. When the mold has cured, it is sliced open 
and the original model removed. The mold is reassembled, 
placed in a vacuum chamber, and filled via a sprue with a 
polymer such as polyurethane casting resin or polyamide. 
The purpose of the vacuum is to remove trapped air from 
the mold. The number of castings obtainable with a silicone 
mold varies with the shape of the part and the polymer 
employed, but can be as high as 30. Current development 
work at WACKER is focused on applying the new UV curing 
technology to silicone molds. Because the silicone cures 
so fast, the molds become available more quickly for rapid 
prototyping.

Putting a frame  
around the model.

Casting the one-part  
block mold.

Cutting the mold open.

Demolding the model.

Filling the mold with polymers 
such as polyurethane cast-
ing resin or polyamide.

Demolding the copy.

A FASTER WAY TO PROTOTYPE 

Originally, the term rapid prototyping applied to the 
creation of model components based on design 
data. Today, rapid prototyping is used for testing 
and optimizing the functions or design of a pro-
posed product at an early stage in development. 
In the meantime, the advent of improved materials 
and processes has meant that products can now 
be made directly, too. Such “additive” production 
does not require molds. Thus, complex products 
can be manufactured directly and economically in 
small series or as individual items.

ELASTOSIL® M is suitable for small-
batch production even of large parts. 

SUMMARY

The key challenge for 

designers of new products 

is the ability to produce 

prototypes quickly from 

the desired material. 

Moldmaking compounds 

from WACKER SILICONES 

permit cost-efficient 

rapid prototyping with a 

wide range of materials 

and complex molds.
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WWW talked to Prof. Andreas Gebhardt, an 
expert on Advanced Fabrication Technology 
and Rapid Prototyping at Aachen University of 
Applied Sciences.

How has rapid prototyping changed development 

processes in industry?     

Previously, a product idea that had already been prototyped or 

modeled would only have been tweaked if it didn’t work, because 

so much time and money would have been spent on it already. 

Today, faster and cheaper ways of making prototypes allow pro-

posed modifications to be physically implemented. Interdisciplin-

ary discussions gain substantially in quality, because their results 

are actually implemented, and the products attain a higher level of 

maturity faster. Furthermore, products which target specific cus-

tomer groups or even individual customers can be rapid-proto-

typed quickly and efficiently, and market-tested. Individual items 

can be produced directly by means of rapid manufacturing, which 

bypasses the need for expensive molds. As a result, the tools for 

the oft-envisaged trend towards personalization are now available.

Which methods do you believe are 

viable for the future and why?

All five groups of methods – polymerization (stereolithography and 

polymer printing), laser sintering and melting, extrusion (fused de-

position modeling; FDM), powder-binder methods (3D printing) and 

layer-laminate methods (laminated object manufacturing; LOM) – 

possess huge potential. Personally and from today’s perspective, 

I would say that sintering (laser sintering, laser melting, electron 

beam melting) offers the greatest potential, because it can pro-

cess all classes of materials (plastics, metals and ceramics) and 

because most of the applications needed by industry have been 

realized. Then comes polymerization methods, because they yield 

excellent surfaces and because they have become the starting 

methods for making molds for small and micro series (vacuum 

casting). Extrusion methods yield coarser surfaces, but their trump 

card is a larger range of working materials. 3D printing paves the way 

for colored prototypes.

Some industries already use rapid manufacturing.  

What specific economic advantages are there to  

interlinking the often high-tech methods and which  

industries should adopt it? 

The key advantage of the additive methods is that they do not require 

molds. Therefore, they are successful wherever molds would have 

to be frequently changed or the numbers would be too small to be 

economical. There have been highly lucrative applications in the field 

of medical engineering, such as the production of hearing-aid shells, 

dental constructs and implants. In the industrial sector, all applica-

tions that make series products available to a larger market through 

additively made “adapters” prove to be successful. Often, the product 

and the adapter form a new unit, which also leads to special design 

features. 

What direction will the development of rapid manufacturing 

take? Which processes do you see on the horizon?

In my view, the real potential is in the manufacture of components 

made of gradient materials – i.e. materials that offer graduated physi-

co-technological properties along their cross-section – and particu-

larly in composite parts which boast a spatially discrete distribution 

of material properties. The direct production of parts from two- and 

three-component materials will bring us closer to the vision of printed 

integrated electronic components and eventually of organ printing. 

Even the mass media have been reporting on 3D printing. 

When will we be able to print out shoes, cellphone shells or 

glasses frames on our home computers?

We can do that already. There are kits available for about €2,500  

(FABatHOME) which enable talented hobbyists to make their own 

simple objects from plastic. Those who just want to press buttons 

need to hand over about €10,000 if they want to produce three-di-

mensional objects at home. I see parallels here with the computer 

world: the Atari movement of the 1970s paved the way to person-

al computers because it got users interested in playing computer 

games. The “fabber” movement is well on the way to mapping out the 

“personal fabricator” and establishing it as a mass product.

Five Questions for the Expert: 

“TOWARD THE 
PERSONAL 
FABRICATOR” 

working models and prototypes made from materials 

similar to those for series production. Gröer’s work at 

WACKER is focused mainly on one type of rapid proto-

typing – vacuum casting (see chart on page 19). That 

is because WACKER supplies the silicone rubber, e.g. 

ELASTOSIL® M, for making the molds.

“Sensors, covers and valves in the engine com-

partment are usually made of polyamide,” says the 

chemist. Until now, however, standard practice was 

to cast the prototypes in polyurethane resins at 70 °C, 

using molds made of specially optimized silicones. 

But the temperatures used for casting polyamide lie 

around 180 °C. These were much more than the pre-

viously used moldmaking silicones could withstand. 

So WACKER’s silicones experts set about finding 

new materials that would lend themselves to polyam-

ide casting. They struck gold with ELASTOSIL® M, a 

tried and true product line: “ELASTOSIL® M 4670, for 

example, has exceptional heat resistance, along with 

high strength, Shore hardness and dimensional stabil-

ity. So, it’s an ideal moldmaking compound for poly-

amide casting,” notes Gröer. By enabling automakers 

to cast the requisite prototypes directly in the material 

intended for series production, ELASTOSIL® M 4670 

not only eliminates a production step; the number of 

iteration loops needed before the design meets the 

technical specifications and the designers’ ideas is 

also reduced.

Ideal for Small-Batch Production Prototypes that 

meet the high demands of the automotive industry 

are just one of the applications for WACKER silicone. 

The ELASTOSIL® M series lends itself to small-batch 

production, too. “Medical engineering, especially, is a 

field requiring small numbers of specific components 

that could not be made economically by injection 

molding. But vacuum casting with silicone compounds 

is a lucrative alternative,” says Cornelia Pohl, sales 

manager at DRAWIN Vertriebs-GmbH, a WACKER 

subsidiary. DRAWIN supplies WACKER moldmak-

ing silicone rubber to customers in Germany, Austria, 

Liechtenstein and Switzerland. DRAWIN acts directly 

as a distributor in German-speaking countries, and 

supplies the rest of the world via a distributor network. 

“In some application fields, such as machine construction 
or medical engineering, only small volumes of specific parts 
are required that would be uneconomical to produce by 
injection molding. Vacuum casting with silicone rubber is a 
genuine alternative here.”
Cornelia Pohl

ELASTOSIL® M is also 
ideal for the fast and  
efficient production of  
prototypes in molds.

Prof. Andreas Gebhardt
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It meets silicone orders for vacuum casting that range 

from 50 kilograms for small-batch customers to dou-

ble-digit tons per year for large service companies that 

might want to mold an entire car fender, for example.

Pronounced Cost Reduction On occasion, the 

WACKER experts have to tailor their silicone to very 

specific tasks – as was the case with one auto sub-

contractor who wanted his silicone molds to last much 

longer. “Usually a release agent is applied to the in-

side of the mold to reduce wear and tear,” says Gröer. 

But in this case, the subcontractor had to speed up 

the manufacturing process and wanted to eliminate 

the release agent altogether. Having tested several 

formulations, the WACKER team incorporated the 

release agent straight into the silicone formulation it-

self. The result was that the silicone mold produced 

some 50% more castings in the same, high quality. 

Not only was one working step eliminated, but less 

silicone compound was needed. “All in all, this meant 

a genuine reduction in costs for the customer,” says 

Gröer. Wherever such customization or consulting and 

development support are needed, he and Pohl can 

rely on the services of their WACKER colleagues in the 

Burghausen applications lab. 

Admittedly, various alternative prototyping meth-

ods such as laser sintering and 3D printing exist,  but 

in Gröer’s opinion, small-batch production will offer 

even greater scope for silicones in the future.

After all, “Personalization counts, and the trend to-

ward small series continues unabated,” he says.

SILICONE FOR HIGH-QUALITY PROTOTYPES 

WACKER’s ELASTOSIL® M 4670 A/B silicone grade is a pourable, two-
part silicone rubber that addition-cures at room temperature. By virtue of 
its excellent resistance to casting resins and good mechanical properties, 
it is ideal for molding models that do not have intricate undercuts and for 
making molds which are required to have high stability.

Special features: 

 u Good flowability 

 u Fast, shrink-free cure at room temperature, which can be greatly 
accelerated by heat application 

 u High Shore A hardness (approx. 55) 

 u High tear resistance 

 u Mechanical properties of the cured rubber have outstanding long-
term stability

 u Excellent resistance to casting resins and polyamide

ELASTOSIL® M 4670 is ideal for faithful
reproductions cast in polyamide.

The material is easy to process in mixing and  
metering equipment, and produces excellent results.

The ELASTOSIL® silicone 
rubber flows uniformly 
around the model, making 
a perfect mold.

PROTOTYPES MADE FROM POLYAMIDE 

 u Possess all the properties of injection-molded thermoplastics  

 u Are airtight, gastight and watertight 

 u Are weldable and bondable 

 u Exhibit high chemical resistance   

 u Allow thick and thin-walled designs 

 u Can replace metal castings 

CONTACT

For more information on 

this topic, please contact

Dr. Thomas Gröer  

Tel. +49 8677 83-6940 

thomas.groeer 

@wacker.com
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WHICH SILICONE  
RUBBER PRODUCT  
IS RIGHT FOR ME?

ELASTOSIL® M offers optimum solutions to a  
variety of applications. The following pages will  
help you find them. 
 
Key Considerations
A few basic questions will help you find the right  
silicone rubber product. The crosslinking mechanism 
is one of the most important ones. Other important 
factors that will help you select a product, however,  
include pot life, reproduction material and desired 
number of copies. 
 
Quick Selection Guide
The quick selection guide will give you some initial 
recommendations for the product that’s right for  
your application.
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WHICH CURING METHOD 
IS MOST SUITABLE?

Addition-curing ELASTOSIL® M products are  
characterized by the following: 

•	 Maximum reproduction accuracy

•	 Dimensional stability (no shrinkage)

•	 Multiple copies can be made from a single mold 

•	 Suitable for rapid curing, which can be further accelerated  
through the application of heat (crosslinking between 15 °C and 200 °C)

•	 No volatile reaction products

•	 Ready for use immediately after demolding

•	 Curing can be disrupted by substances that block the platinum  
catalyst (inhibition).  

Condensation-curing ELASTOSIL® M products are  
characterized by the following:

•	 A cost-effective option for making highly faithful reproductions

•	 No risk of inhibition

•	 Crosslinking occurs at temperatures ranging between 15 °C and 70 °C;  
relative humidity needs to be above 40%.

•	 Shrinkage of the cured rubber is between 0.4-0.8%, depending on the  
grade and amount of catalyst. 
 

 

Like all silicone moldmaking compounds, ELASTOSIL® M silicone 
rubber products are two-part compounds. Mixing the two  
components initiates the crosslinking process. Our portfolio  
contains two product groups that differ in terms of their crosslink-
ing mechanism and specific advantages.

Mixing for addition:  

A + B (1:1, 9:1 or 10:1)

Mixing for condensation:  

Base + hardening agent 

100   +  2-5% (standard) 

         +  1-2% (specials)
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Inhibition
Certain substances or materials can disrupt the function of the 
platinum complex catalyst (curing impaired or inhibited). 

All it takes is for these substances to be present on the surface  
of a substrate (model, mixing equipment, etc.) or even in the  
ambient air. Post-curing ovens or drying cupboards used for  
curing casting resins can also release inhibiting substances.

The following are the most important of these
•	Sulfur, certain sulfur compounds such as polysulfides and  

polysulfones, other sulfur-containing materials such as natural 
and certain synthetic rubber compounds (EPDM, etc.), amines, 
urethanes, certain polyurethanes, amine-containing substances 
such as amine-cured epoxide resins, etc.

•	Organometallic compounds, especially organotin compounds, 
and materials containing substances such as cured rubber and 
hardening agents for condensation-curing RTV-2 silicone rubber.

•	We strongly recommend conducting appropriate preliminary 
tests to rule out inhibiting factors.

Shrinkage
Condensation-curing RTV-2 silicone rubber products crosslink 
through the addition of a liquid or paste-like hardening agent. 

The types and quantities of hardening agents are what determine 
the pot life and curing time, and are defined for every grade of rub-
ber. Exceeding or falling short of specifications can compromise 
the properties of the cured rubber and may even prevent cross-
linking entirely. 

If the relative humidity is less than 40%, the surfaces of the rubber 
in contact with the air may remain sticky to liquid. This will mean 
having to take appropriate steps (evaporator, atomizer, damp 
cloths) to raise the humidity of the ambient air. Adding water to  
the compound will not help! 

In condensation-curing systems, the crosslinking reaction typically 
releases a low alcohol – usually ethanol or propanol. Evaporation 
of the alcohol reduces the mass, which, in turn, leads to three-
dimensional shrinkage.



 Do the dimensions of the replica need to be faithful?
 What material will the replica be made of?
 How quickly does the mold need to be ready?
 Will I be working on vertical surfaces or overhead? 
 Is good flowability important?
 How hard or soft does the finished mold need to be?
 Will the mold be subject to strong forces?
 Are there special requirements?

KEY CONSIDERATIONS
In order to find the right ELASTOSIL® silicone rubber,  
it helps to consider the following questions:
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Do the Dimensions of the Replica 
Need to Be Faithful?

Alcohol evaporates during condensation-curing 

processes for silicone rubber.  

With condensation-curing ELASTOSIL® M 

grades, the cured rubber will have undergone 

between 0.2 and 0.8% linear shrinkage after  

7 days. 

Addition-curing grades are the better choice  

if the replica is to have the same dimensions as 

the original, as these cure with no shrinkage.

What Material Will the Replica 
Be Made Of?  

> 1000 
Plaster, ceramic

200 – 1000 
Waxes

100 – 1000 
Concrete, artificial stone

30 – 300
Polyesters

20 – 80
Polyurethanes

10 – 30
Epoxides

< 15
Acrylic plastics

20 – 100 
Low-melting  
metal alloys

Silicone rubber molds are suitable for many reproduc-
tion materials. Waxes, plaster and concrete, for in-
stance, place virtually no demands on silicone rubber. 
The number of reproductions that can be made with 
casting resins such as polyester, polyurethane or  
epoxies is limited, however. Grades that withstand 
resins should be selected if planning large numbers  
of replicas. Suitable grades are required for foods. 
The number of replicas that can be produced depends 
on the mechanical and chemical demands on the 
mold; the following chart provides an overview.

Number of replicas possible using molds made  
of RTV-2 silicone

Will I Be Working on Vertical  
Surfaces or Overhead?

If so, the moldmaking compound must not be  
too thin. 

Spreadable ELASTOSIL® M grades do not sag  
on vertical surfaces, which is to say that they will 
not run. The compound can also be applied 
across horizontal, overhead surfaces without 
dripping.

Kneadable ELASTOSIL® M grades are suitable  
for creating impressions.  

Customers can use specialty additives to 
thicken many ELASTOSIL® M products in order 
to work on vertical surfaces.

Is Good Flowability Important? 
 

Viscosity (measured in mPa•s) describes the  
flowability of a moldmaking compound. The  
higher the value, the thicker the material is. 
ELASTOSIL® M is available in viscosities ranging 
from 2,500 to over 1,000,000 mPa•s.  

Castable ELASTOSIL® M grades are easy to  
mix and pour into molds. This simplifies the work 
involved with complex or large molds and makes 
it possible to automate processes through the 
use of mixing and dosing equipment.
 
Examples of typical viscosities:

Water 
1 – 5 mPa•s

Honey
2,000 – 3,000 mPa•s

Lard
1 million – 2 million mPa•s

How Hard or Soft Does the 
Finished Mold Need to Be? 

The hardness of cured silicone rubber is given in 
Shore A units: the lower the value, the softer the 
material. ELASTOSIL® M grades are available in 
Shore A hardness values of 11 to 60 or, put more 
simply, in the categories of soft, medium and 
hard. 

Shore A medium to hard is the right choice for 
molds that need to be stable. More flexible molds 
are helpful for surfaces with fine structural details, 
in which case you should select Shore A soft to 
medium. 

Gummy bear 
Shore A = 10

Rubber band
Shore A = 65

Car tires
Shore A = 95

Will the Mold Be Subject to Strong 
Forces? 

Creating molds of objects with extreme  
undercuts often means stretching the cured  
rubber considerably during demolding – a  
situation calling for good tear resistance.  
 
Tear resistance of standard ELASTOSIL® M 
grades range up to 10 N/mm. The portfolio 
does, however, include grades with outstanding 
tear resistance of 20 to >30 N/mm.

Are There Special Requirements? 

To accommodate special applications, 
ELASTOSIL® M grades are available that are  
heat-resistant, transparent or suitable for 
food contact.

Heat resistance

Transparency

Suitability for food 
contact

How Quickly Does the Mold  
Need to Be Ready? 

Two variables are important here:  
The processing time, or pot life, indicates  
how long the silicone rubber can be processed 
after mixing. The demolding or curing time 
describes how much time must elapse before 
demolding. ELASTOSIL® M products include 
both normal and rapid-curing grades. 

Pot life and curing time can also be adjusted:
For addition-curing grades, this can be accom-
plished by modifying the temperature (heat),  
and for condensation-curing grades by selecting 
a suitable hardening agent.

Learn more about the use of hardening agents 
here: 

  

Flexible molds and printing pads can 
be produced with condensation-curing 
ELASTOSIL® M products. The best choice  
of catalyst for the product is indicated 
on the respective ELASTOSIL® M Tech-
nical Data Sheet (TDS).

The following guidelines on WACKER 
T-Series catalysts show the full choice 
of catalysts available and support you 
in choosing the right catalyst or catalyst 
mixture for your specific use case: 
• Achieve high number of copies for  

polyurethane and polyester resin  
castings with our specialized catalysts

• Achieve the required pot life and curing 
time by varying dosage rate or by 
blending with a fast catalyst

• For a better mixing control the transpar-
ent WACKER® T-Series catalysts can 
be colored by adding a small amount of 
WACKER® Color Solution Red. 

Pot Life and Curing Time
The pot life and curing rate of  
ELASTOSIL® M products can be adjusted  
within a wide range, either by varying the 
amount of T-Series catalyst (no more than 
2-3% on top of the recommended dos-
age; may increase linear shrinkage), or by 
blending with Catalyst T 47. 
Pot life can be adjusted from a few minutes 
up to 120 minutes in this way, with curing 
rates from 1 to 24 hours at room tempera-
ture.

MOLDMAKING AND PAD PRINTING  I  WACKER® T-SERIES CATALYSTS

CREATING TOMORROW’S SOLUTIONS

WACKER® T-SERIES CATALYSTS  
for ELASTOSIL® RTV-2 Silicone Rubber

ELASTOSIL® and WACKER® are registered trademarks 
of Wacker Chemie AG.

• Standard catalysts: T 21 and T 51 
• Catalyst T 21 or T 37 for high numbers of 

copies for polyurethane casting resins
• Catalyst T 51 for high numbers of copies 

for polyester casting resins
• Catalyst T 47 for fast and very fast curing 

rates

Catalysts with Special Performance

Example 1:  
Add 5% Catalyst T 51 (by weight) to ELASTOSIL® M 4514  
(50 g T 51 for 1 kg of M 4514) to achieve a pot life at 23 °C 
and 50% RH of about 75 minutes. Demolding is possible 
after 10 hours' curing time.

Example 2:  
Faster curing rates can be easily achieved by blending Catalyst T 51 
with Catalyst T 47 in the ratio of  9.5 : 0.5 (T 51 : T 47 / 47.5 g : 2.5 g).

The pot life will decrease to around 30 minutes and the mold needs 
only about 4 hours before being demolded. By increasing the proportion 
of T 47, you can achieve even faster curing rates, but your processing 
window gets shorter. Find the right balance: Fast curing, but sufficient 
pot life for processing.

Example: Achieve Faster Curing Rates by Combining Catalysts

1 kg ELASTOSIL® M 4514 
50 g Catalyst T 51 + T 47  
(Ratio 9.5 : 0.5)

1 kg ELASTOSIL® M 4514 
50 g (5%) Catalyst T 51

Pot Life = 75 min
Demolding Time = 10 hrs

Pot Life = 30 min
Demolding Time = 4 hrsPot Life Demolding Time
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Wacker Chemie AG, 81737 Munich, Germany, Phone: +49 89 6279-1741 
www.wacker.com/contact, www.wacker.com, www.wacker.com/socialmedia

CREATING TOMORROW’S SOLUTIONS

Adjust Pot Life and Demolding Time to Your Needs
ELASTOSIL® M 3503 – M 4511 – M 4512 – M 4514 – M 4541
Catalyst Property Blended with  

Catalyst T 47 
Amount Pot Life Demolding 

Time

(T 21 : T 47) [min] [h]
T 21 Standard cat./ 

excellent  
polyurethane  
resin resistance

- 5% 60 - 90 8 - 12

95 : 5 5% 20 - 40 4 - 6
90 : 10 5% 20 - 20 2 - 4
(T 51 : T 47)

T 51 Standard cat./ 
excellent  
polyester 
resin resistance

- 5% 60 -  90  8 - 12

95 : 5 5% 20 - 40  4 - 6

90 : 10 5% 10 - 20  2 - 4

T 47 Fast cure - 1.50% 3 - 10  1 - 2 

ELASTOSIL® M 4503  
Catalyst Property Blended with  

Catalyst T 47
Amount Pot Life Demolding 

Time

(T 35 : T 47) [min] [h]

T 35 Long pot life - 5% 90 - 120 15 - 20
95 : 5 5% 20 - 40 4 - 6
90 : 10 5% 10 - 20 2 - 4

T 47 Fast cure - 2% 3 - 10 1 - 2 

ELASTOSIL® M 4400 / M 4440 / M 4470
Catalyst Property Amount Pot Life Demolding 

Time
[min] [h]

T 37 Excellent  
polyurethane  
resin resistance

 3% 80 - 100 10 - 12

4% 50 - 70 8 - 10

T 40 Medium fast 2% 30 - 50 6 - 7
3% 30 2

T 47 Fast cure 2% 3 - 10 1 - 2

Casting Resin Stability, Pot Life and 
Demolding Time: in Line with Your Needs
The pot-life and demolding-time figures 
contained in the table are a guide to  
reactive rubbers that cure rapidly, but still 
have enough processing window. Blending 
ratios in the table are based on parts by 
weight. 
 
The individual catalyst blends have a long 
shelf life and can be stably stored in larger 
quantities. The catalyst blends do not  
affect the outstanding performance of the 
silicone molds if Catalyst T 51 is used for 
polyester casting resins and T 21 for poly-
urethane casting resins.  
 
The pot life listed indicates how long it 
takes at 23 °C/50% RH for the catalyzed 
mix to reach a viscosity of 100,000 mPa s  
and still just be pourable. The demolding  
time listed indicates how long it takes at 
23°C/50% RH until the rubber can be 
demolded tack-free.  

All figures are intended as a guide and should not be used in preparing specifications.

The data presented in this medium are in accordance with the present state of our knowledge but do not absolve the user from carefully checking all supplies immediately on receipt.  
We reserve the right to alter product constants within the scope of technical progress or new developments. The recommendations made in this medium should be checked by preliminary 
trials because of conditions during processing over which we have no control, especially where other companies’ raw materials are also being used. The information provided by us does 
not absolve the user from the obligation of investigating the possibility of infringement of third parties’ rights and, if necessary, clarifying the position. Recommendations for use do not 
constitute a warranty, either express or implied, of the fitness or suitability of the product for a particular purpose.



REPRODUCTION MOLDING
Quick Selection Guide

Reset selection

ELASTOSIL®

M 4470

No

Yes

Shrinkage

For copies made of  
metal alloys

ELASTOSIL®

M 4370
A/B
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No

Yes

Select an individual requirement to 
find the right product.

ShrinkageShrinkage

ELASTOSIL®

M 4370
A/B

No

Yes ELASTOSIL®

M 4470



REPRODUCTION MOLDING
Quick Selection Guide

Reset selection

ELASTOSIL®

M 4514

ELASTOSIL®

M 4512

ELASTOSIL®

M 4600
A/B

ELASTOSIL®

M 4511
A/B

For copies made  
of wax

No

Shore A 
hardness

Yes Medium

Soft

Very soft

Shrinkage
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Select an individual requirement to 
find the right product.

Legend	 Shore A Hardness 

Very soft	 < 15
Soft	 15 - 20
Medium	 21 - 30
Medium / hard	 31 - 40
Hard	 > 40

ELASTOSIL®

M 4512
Soft

ELASTOSIL®

M 4514

Medium

No

ELASTOSIL®

M 4600
A/B

Yes

Shore A  
hardness  

ELASTOSIL®

M 4511
A/B

Very soft



REPRODUCTION MOLDING
Quick Selection Guide

Reset selection

ELASTOSIL®

M 4643
A/B

ELASTOSIL®

M 4601
A/B

Hard

Medium

Soft

ELASTOSIL®

M 4600
A/B

For food molds

Shore A  
hardness

15

Select an individual requirement to 
find the right product.

Legend	 Shore A Hardness 
Very soft	 < 15
Soft	 15 - 20
Medium	 21 - 30
Medium / hard	 31 - 40
Hard	 > 40

Soft

ELASTOSIL®

M 4600
A/B

Medium

ELASTOSIL®

M 4601
A/B

Hard
ELASTOSIL®

M 4643
A/B



REPRODUCTION MOLDING
Quick Selection Guide

Reset selection

For copies made of 
casting resins

ELASTOSIL®

M 4512

ELASTOSIL®

M 4514

ELASTOSIL®

M 4541

ELASTOSIL®

M 4511

Yes

Shore A 
hardness

Shore A 
hardness

ELASTOSIL®

M 4643
A/B

ELASTOSIL®

M 4642
A/B

ELASTOSIL®

M 4601
A/B

ELASTOSIL®

M 4670
A/B

Very soft

Soft

Medium

Medium

Medium/
Hard

Hard

Very 
Hard

Shrinkage

No
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Select an individual requirement to 
find the right product.

Legend	 Shore A Hardness 
Very soft	 < 15
Soft	 15 - 20
Medium	 21 - 30
Medium / hard	 31 - 40
Hard	 > 40

Shore A 
hardness

No

Yes

Shore A 
hardness

ELASTOSIL®

M 4670
A/B

Very 
Hard

ELASTOSIL®

M 4643
A/B

Hard

ELASTOSIL®

M 4642
A/BMedium/

Hard

ELASTOSIL®

M 4601
A/B

Medium

ELASTOSIL®

M 4514

ELASTOSIL®

M 4541

Medium

ELASTOSIL®

M 4512Soft

ELASTOSIL®

M 4511
Very soft



CONSTRUCTION MOLDING (Concrete and Gypsum Casting)

Quick Selection Guide

ELASTOSIL®

M 4600

ELASTOSIL®

M 4630
A/B

ELASTOSIL®

M 4635
A/B

Medium / hard

Medium

Soft

Shore A  
hardness
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Reset selection

ELASTOSIL®

M 4600

Soft

ELASTOSIL®

M 4630
A/B

Medium

ELASTOSIL®

M 4635
A/B

Medium / hard

Select an individual requirement to 
find the right product.

Legend	 Shore A Hardness 
Very soft	 < 15
Soft	 15 - 20
Medium	 21 - 30
Medium / hard	 31 - 40
Hard	 >40



COMPOSITE MOLDING
Quick Selection Guide

Shore 
hardness: A

Medium/hard

Very hard

ELASTOSIL®

C 1200
A/B

ELASTOSIL®

M 4601
A/B

ELASTOSIL®

M 4642
A/B

ELASTOSIL®

M 4770
A/B

Medium

Vacuum bag

Composite molding
(pressure intensifiers,  

spacers, bellows,  
shaft keys) 

Medium/hard

Very hard

ELASTOSIL®

M 4601
A/B

ELASTOSIL®

M 4642
A/B

ELASTOSIL®

M 4670
A/B

Medium

Shore A 
hardness
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Reset selection

ELASTOSIL®

C 1200
A/B

Select an individual requirement to 
find the right product.

Legend	 Shore A Hardness 
Very soft	 < 15
Soft	 15 - 20
Medium	 21 - 30
Medium / hard	 31 - 40
Hard	 >40

Shore A 
hardness

ELASTOSIL®

M 4642
A/B

Medium/hard

ELASTOSIL®

M 4670
A/B

Very hard

ELASTOSIL®

M 4601
A/B

Medium



PAD PRINTING
Quick Selection Guide

Yes

No

ELASTOSIL®

RT 402

ELASTOSIL®

RT 629
A/B

ELASTOSIL®

RT 620
A/B

ELASTOSIL®

RT 623
A/B

Antistatic properties

No

Yes

Medium/hard

Soft
Shrinkage

Shore A 
hardness

No Shrinkage
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Reset selection

Select an individual requirement to 
find the right product.

Legend	 Shore A Hardness 
Very soft	 < 15
Soft	 15 - 20
Medium	 21 - 30
Medium / hard	 31 - 40
Hard	 >40

Yes

Shrinkage

ELASTOSIL®

RT 402
Yes

ELASTOSIL®

RT 629
A/B

No

ELASTOSIL®

RT 620
A/B

Soft

ELASTOSIL®

RT 623
A/B

Medium/hard

Shore A hardness

No Shrinkage

No



PROTOTYPE MOLDING
Quick Selection Guide

No

Yes

Oil bleeding  
intensity

ELASTOSIL®

M 4670
A/B

ELASTOSIL®

M 4644
A/B

ELASTOSIL®

M 4645
A/B

ELASTOSIL®

M 4641
A/B

Oil bleed

Polyamide

Repro material
(material from which the 
prototype is to be made)

PU / EP  
and other Strong

Medium

20

Reset selection

Select an individual requirement to 
find the right product.

ELASTOSIL®

M 4670
A/B

Polyamide

Oil bleed

PU / EP and other

No ELASTOSIL®

M 4641
A/B

Yes

Oil bleeding  
intensity ELASTOSIL®

M 4644
A/B

Medium

ELASTOSIL®

M 4645
A/B

Strong



PRODUCT OVERVIEW
CONDENSATION-CURING MOLDMAKING COMPOUNDS 

                                                                                                                                                                                                                                                                                                     Large Number of Copies Possible With...

Typical Application and Special 
Properties 

Shore A 
Hardness*  

Color Standard 
Catalyst 

Mixing  
Viscosity 
[mPa•s]

Vulcanization 
Time [h]

Pot Life  
[min]

Tear Resistance 
[N/mm]

Plaster/Wax
 

Resin 
Resistance: 
Polyester

Resin  
Resistance: 
Polyurethane

Skin mold

ELASTOSIL® M 1470 Kneadable Hard Pink Paste T40 Kneadable 4 – 5 70 > 10 •
All-purpose

ELASTOSIL® M 4400 Pourable, all-purpose Medium Yellow T 37/ T 40 25,000 9 – 12 / 5 – 7 90/40 > 3 •
ELASTOSIL® M 4440 Resin-resistant, all-purpose Medium / hard White T 37/ T 40 25,000 8 – 10 / 6 – 7 60/50 4.5 • • •
ELASTOSIL® M 4503 Highly elastic, excellent mechanical 

strength
Medium White T 40 40,000 12 – 15 75 > 20 •

All-purpose / casting resins

ELASTOSIL® M 4511
Excellent flowability with low viscosity, 
casting resin resistance and excellent 
mechanical properties in a broad 
Shore hardness range

Very soft White T 21/ T 51 25,000 8 – 10 60/90 > 18 • • •
ELASTOSIL® M 4512 Soft White T 21/ T 51 30,000 8 – 10 60/90 > 24 • • •
ELASTOSIL® M 4514 Medium White T 21/ T 51 35,000 8 – 10 60/90 > 25 • • •
ELASTOSIL® M 4541 Medium / hard White T 21/ T 51 40,000 8 – 10 60/90 > 30 • • •

Pad printing

ELASTOSIL® RT 402 Antistatic, ink-resistant Soft Gray T 12 15,000 5 75 > 3 •
Low melting metal alloys

ELASTOSIL® M 4470 Excellent thermal stability and thermal 
conductivity

Hard Reddish brown T 37/ T 40 15,000 20 – 24 / 3 – 4 90/40 > 4 •

*	 Shore A hardness:	  
	 Very soft: < 15, soft: 15 – 20, medium: 21 – 30,   
	 medium/hard: 31 – 40, hard: > 40

Additional product data can be found in the  
Moldmaking Product Overview

Find your representative:
www.wacker.com/h/en-de/distributor-and-sales
Please select product group Silicone Rubber

21



PRODUCT OVERVIEW
ADDITION-CURING MOLDMAKING COMPOUNDS –  
ALL-PURPOSE

Linear shrinkage < 0.1 %

Large Number of Copies Possible With...

Typical Application and  
Special Properties

Shore A 
Hardness*

Color Mixing  
Ratio

Mixing Viscosity 
[mPa•s]

Vulcanization 
Time [h]

Pot Life 
[min]

Tear 
Resistance 
[N/mm]

Food   
(FDA)**

Plaster/Wax Resin 
Resistance: 
Epoxy

Resin 
Resistance: 
Polyester

Resin 
Resistance: 
Polyurethane

All-purpose
CENUSIL® M 810 All-purpose molding grade,  

very low hardness
Very soft White 1:1 3,000 4 40 15 •

CENUSIL® M 820 All-purpose molding grade,  
low hardness

Soft White 1:1 6,000 4 40 20 •
ELASTOSIL® M 
4115 A/B 

Low viscosity, 1:1 Medium Translucent 1:1 2,500 1 12 5 •
ELASTOSIL® M  
4125 F A/B 

Low viscosity,  
fast cure, 1:1

Medium White 1:1 6,000 2 15 25 • •

ELASTOSIL® M  
4600 A/B

Low hardness and  
high mechanical strength

Soft Translucent 10:1 15,000 12 90 > 20 • •

ELASTOSIL® M  
4601 A/B

Good flowability and high mechanical 
strength

Medium Reddish 
brown

9:1 10,000 12 90 > 30 • • • • •

ELASTOSIL® M  
4642 A/B

Excellent resin resistance, low viscosity  
and very high mechanical strength

Medium / hard Dark red 10:1 15,000 12 90 > 30 • • • •

ELASTOSIL® M  
4643 A/B

Good resin resistance, high Shore hard- 
ness and very high mechanical strength

Medium / hard Gray 9:1 25,000 12 90 > 10 • • • •

VARIO® 15 All-purpose tool box system: blend desired 
hardness with 2 bases, adjust desired  
reactivity with 2 catalysts: CAT Vario and 
CAT VARIO F = fast

Soft Translucent 10:1 3,000 6/0.25 150/2 15 • •
VARIO® 40 Hard Translucent 10:1 10,000 6/0.25 150/2 15 • •

** Compliant with relevant FDA regulations  
    if processed correctly

*	 Shore A hardness:	  
	 Very soft: < 15, soft: 15 – 20, medium: 21 – 30,   
	 medium/hard: 31 – 40, hard: > 40

Additional product data can be found in the  
Moldmaking Product Overview

Find your representative:
www.wacker.com/h/en-de/distributor-and-sales
Please select product group Silicone Rubber
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PRODUCT OVERVIEW
ADDITION-CURING MOLDMAKING COMPOUNDS – 
THE SPECIALISTS 1
Linear shrinkage < 0.1 %

Large Number of Copies Possible With...

Typical Application and  
Special Properties

Shore A  
Hardness*

Color Mixing  
Ratio

Mixing Viscosity 
[mPa•s]

Vulcanization 
Time [h]

Pot Life 
[min]

Tear  
Resistance  
[N/mm]

Food  
(FDA)**

Plaster/ 
Wax

Resin  
Resistance:  
Epoxy

Resin  
Resistance:  
Polyester

Resin  
Resistance: 
Polyurethane

Concrete Casting

CENUSIL M 830 Low viscosity, translucent, fast curing Medium Translucent 1:1 8,000 14 60 > 20 • •
ELASTOSIL® M   
4630 A/B

Low viscosity and high mechanical  
strength

Medium White 10:1 10,000 12 90 > 30 • • • • •
ELASTOSIL® M   
4635 A/B

Low viscosity, medium hardness and  
high mechanical strength

Medium / hard White 10:1 15,000 12 90 > 30 • • • • •

Rapid prototyping

ELASTOSIL® M  
4641 A/B

High mechanical strength,  
“dry” system

Hard Translucent 10:1 30,000 12 90 > 25 • • •

ELASTOSIL® M 
4644 A/B

High mechanical strength, slight oil  
bleeding

Medium / hard Translucent 10:1 50,000 12 80 > 25 • •

ELASTOSIL® M 
4645 A/B

High mechanical strength, considerable  
oil bleeding

Medium / hard Translucent 10:1 35,000 12 80 > 28 • •

ELASTOSIL® M 
4670 A/B

Rapid prototyping, high mechanical 
strength, excellent polyamide casting  
resin stability

Hard Beige 10:1 80,000 12 90 > 12 • • • • •

Pad printing

ELASTOSIL® RT  
620 A/B

Ink resistance, low base hardness,  
very high mechanical strength

Soft Translucent 10:1 6,000 4 35 > 12 • •

ELASTOSIL® RT  
623 A/B

Ink resistance,  
very high mechanical strength

Medium / hard Reddish 
brown

9:1 10,000 5 30 > 30 •

ELASTOSIL® RT  
629 A/B

Antistatic, ink resistance,  
high mechanical strength

Medium / hard Turquoise 10:1 8,000 3 40 25 •

** Compliant with relevant FDA regulations  
   if processed correctly

*	 Shore A hardness:	  
	 Very soft: < 15, soft: 15 – 20, medium: 21 – 30,   
	 medium/hard: 31 – 40, hard: > 40

Additional product data can be found in the  
Moldmaking Product Overview

Find your representative:
www.wacker.com/h/en-de/distributor-and-sales
Please select product group Silicone Rubber
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PRODUCT OVERVIEW
ADDITION-CURING MOLDMAKING COMPOUNDS – 
THE SPECIALISTS 2
Linear shrinkage < 0.1 %

Large Number of Copies Possible With ...

Typical Application and  
Special Properties

Shore A  
Hardness*

Color Mixing  
Ratio

Mixing Viscosity 
[mPa•s]

Vulcanization 
Time [h]

Pot Life 
[min]

Tear 
Resistance 
[N/mm]

Food   
(FDA)**

Plaster/ 
Wax

Resin 
Resistance: 
Epoxy

Resin 
Resistance: 
Polyester

Resin 
Resistance: 
Polyurethane

Special effects – toolbox system, 4 bases 
with 4 additives

ELASTOSIL®   
FX Gel 30

Low viscosity, fast-curing, broad range  
of Shore hardness values; adjust to skin-
like textures with ELASTOSIL® FX Softener; 
adjust curing speed with WACKER®  
Catalyst EP or Inhibitor PT 88; adjust  
flowability with WACKER® Stabilizer 43

Gel-like Translucent 1:1 4,000 0.75 8 -12 5.5 • •

ELASTOSIL®   
FX 10

Very soft Translucent 1:1 5,000 0.75 8 -12 20 • •

ELASTOSIL®  
FX 20

Soft Translucent 1:1 5,000 0.75 8 -12 25 • • • • •

ELASTOSIL®   
FX 28

Medium Translucent 1:1 10,000 < 1h 10 -15 28 • • • • •

Vacuum bag

ELASTOSIL® C  
1200 A/B

Vacuum bag for composite molding,  
sprayable, high mechanical strength

Medium Blue/
transluscent

1:1 25,000 1 20 25 • • 
For prepreg use

•

Casting low-melting metal alloys /  
coating pressure rollers

ELASTOSIL®   
4370 A/B

High heat resistance and good thermal 
conductivity

Hard Reddish 
brown

9:1 8,000 6 80 > 4 • • • • •

** Compliant with relevant FDA regulations  
    if processed correctly

*	 Shore A hardness:	  
	 Very soft: < 15, soft: 15 – 20, medium: 21 – 30,   
	 medium/hard: 31 – 40, hard: > 40

Additional product data can be found in the  
Moldmaking Product Overview

Find your representative:
www.wacker.com/h/en-de/distributor-and-sales
Please select product group Silicone Rubber
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PRODUCT OVERVIEW 
ADDITIVES

Color 
Transparent ELASTOSIL® M grades 
can be formulated in different colors 
through the addition of ELASTOSIL® 
FL pigments. 
ELASTOSIL® Red color concentrate  
is often used for modifying the color 
of the tin catalyst of condensation-
curing grades. Doing so gives the 
user a clear means of judging when 
the catalyst has been uniformly 
distributed during the mixing process. 
 
Dilution
ELASTOSIL® M grades can be diluted 
through the addition of WACKER® AK 
35 or WACKER® AK 100 silicone 
fluids, thereby making them softer. 
 
Thickening
Condensation-curing ELASTOSIL® M 
grades become more paste-like 
through the addition of WACKER 
Thickening Agent C. For addition-
curing ELASTOSIL® M grades, we 
recommend adding WACKER 
Stabilizer 43.
 
Modifying Pot Life and Curing Time 
Addition of WACKER Inhibitor PT 88 
extends the pot life of addition-curing 
ELASTOSIL® M grades. WACKER  
Catalyst EP accelerates crosslinking.

We also offer specialty additives that complement  
our ELASTOSIL® M product line.

Generating Adhesion to Substrates 
WACKER® primers allow you to bond ELASTOSIL® M  
elastomers with each other or with other materials, such  
as wood, metal or thermoplastics.

Repairing and Bonding 
ELASTOSIL® RTV-1 can be used for repairing  
cracked molds.

Bonding

Primer ELASTOSIL® M Grades Bonds To:

WACKER®  
Primer G 790

Addition-curing Absorbent surfaces and 
metal

WACKER®  
Primer G 795

Addition-curing Absorbent surfaces and 
metal

WACKER® 
Primer FD

Condensation-curing Absorbent surfaces and 
metal

WACKER®  
Primer AV A/B (two-part,  
exceptionally long  
processing window)

Addition-curing

 
 

Absorbent surfaces, wood or 
metal
 
 

Repairing

Adhesive Curing System Consistency Self-Leveling?

ELASTOSIL® E4 Acetic-acid-curing Paste-like No

ELASTOSIL® E41 Acetic-acid-curing Spreadable Yes

ELASTOSIL® E43 Acetic-acid-curing Spreadable Yes

ELASTOSIL® E43 N Neutral-curing Spreadable Yes

ELASTOSIL® A07 Amine-curing Paste-like No

For more Information:
ADD A SPLASH OF COLOR TO YOUR SILICONES
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TIPS AND TRICKS
Advice on handling, storage and processing

1. Safety
Always read the safety data sheet for each of our products.  
This document contains relevant information on how to stay 
safe and healthy when working with our products. You will  
receive a safety data sheet (MSDS) with the product, but you 
can also download it from www.wacker.com.  

2. Storage
In order to avoid compromising quality, please note the following:
•	 The optimum storage temperature lies between 5 °C and 30 °C.
•	 Seal opened containers as tightly as possible immediately after 

taking out your material.
•	 Use up the material remaining in the containers as quickly as 

possible.
•	 Make a note of the use by date indicated on the label.
•	 The product is not necessarily unusable once the use by date 

has passed; simply check to make sure the desired properties 
of the material have not changed.

3. Pretreating Models 
Silicone rubber does not stick to many materials. Nevertheless,  
we recommend pretreating the surface of the model:
•	 Remove any dust, dirt or oil.
•	 Secure or remove any loose parts.
•	 Seal any cracks, gaps or other damage to the surface using 

model putty or mastic.
•	 Seal any porous or highly absorbent surfaces. 
•	 Protect sensitive surfaces that could discolor or be stained,  

or that could be destroyed during the demolding process.  
Please contact us if needed.

•	 Silicone rubber forms chemical bonds with models made of 
glass, porcelain, ceramic, silicone rubber, etc. In these cases, 
apply a release layer such as a soap solution,Vaseline, paraffin  
or a liquid or diluted wax (freshly cured).
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4. Prep the Material
•	 For addition-curing ELASTOSIL® M grades only:  

check if the batch numbers are identical for  
A and B component.

•	 For all colored ELASTOSIL® M grades: in order to  
ensure even distribution of the pigments, mix each  
individual grade in its container prior to use.   
This step does not apply to transparent grades.

•	 Weigh out the components using different mixing tools: 
– For addition-curing products: A + B components 
– For condensation-curing products:  
   base product + hardening agent

•	 Weigh out all additives used (pigment pastes,  
silicone fluid, thickening agents, etc.). Seal all  
containers immediately after removing the  
required amount product. 

5. Mixing and Dearating
•	 If you would like to deaerate the blended silicone rubber in  

a vacuum container, prepare this container prior to mixing.
•	 Deaeration should be performed under reduced pressure  

(10 to 20 mbar) in a vacuum chamber.
•	 Carefully mix the components, making sure no materials 

remain in the corners and along the bottom; scrape the 
interior walls of your mixing vessel.

•	 Crosslinking starts now, as well as the processing window.

6. Applying the Silicone Rubber
•	 Pour the liquid, deaerated silicone rubber into the mold in a thin 

stream from the lowest possible height.  
If the material has not been deaerated, pour it into the mold from  
as high up as possible. Keep the position of the stream as constant 
as possible.

•	 For spreadable silicone rubber, first apply a thin, bubble-free  
oating using a stiff, short-bristled brush; apply the actual layer  
after this.

•	 Kneadable silicone rubber is usually applied by hand. 

7. Curing
•	 Wait until the specified curing time has elapsed before demolding.
•	 For addition-curing ELASTOSIL® M grades, curing can be 

accelerated with heat.

TIPS AND TRICKS
Advice on handling, storage and processing


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TIPS AND TRICKS
Troubleshooting

Didn’t get the results you expected? 
Check this list of common causes. 

Troubleshooting

Material Problem Frequent Cause

All ELASTOSIL® M grades Curing takes too long • Processing temperature too low or incorrect dosing

Entrapped air, bubbles, holes • Material insufficiently deaerated; crosslinked too fast

Cured rubber is not homogeneous • Material not mixed adequately

Condensation-curing  
ELASTOSIL® M grades 

Curing takes too long 
 

• Incorrect mixing ratio
• Too little moisture in the base component

Cured rubber is too soft and sticky 
 
 

• Byproducts cannot escape/evaporate
• Incorrect mixing ratio
• Temperature too high during crosslinking 
• Too little moisture in the base component

Entrapped air, bubbles, holes • Temperature too high during crosslinking (over 90°C) / cured too quickly

Surface is sticky, insufficiently cured • Ambient humidity is too low 
Addition-curing  
ELASTOSIL® M grades

Curing takes too long • Incorrect mixing ratio
• Presence of inhibiting substances* or temperature too low

Properties of the cured rubber (hardness,  
mechanical characteristics, etc.) are not suitable

• Incorrect mixing ratio
• Presence of inhibiting substances*
• Failure to stir material carefully enough before taking it from the container

Material cures too fast • Incorrect mixing ratio
• Temperature too high

Cured rubber is sticky • Presence of inhibiting substances*

Uncured material on the surface of the model  
 

• Presence of inhibiting substances*
  (contact inhibition)

Entrapped air, bubbles, holes 
 

• Model surface was damp
• Water contamination 
• Curing was too fast

*	�These include sulfur and sulfur-containing 
compounds such as EPDM, amine-cured epoxy 
resins, organometallic or organotin compounds  
or substances that contain these compounds  
(such as tin catalysts for condensation-curing 
silicone rubber).
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THE WACKER ACADEMY 
CONNECTING THE BEST
The global forum for learners, networkers, creators and discoverers 
WACKER ACADEMY offers cutting-edge expertise for regional markets. 
Participants can meet and swap experiences with colleagues from similar 
areas – at 14 locations around the world. 

29

Global Expertise  
For Regional Needs 
All WACKER ACADEMY training centers focus on 
local challenges, and our facilitators are always 
regional experts. Our training centers are all 
networked together, allowing participants to make 
use of best-in-class solutions from all over the 
world.

The Perfect Blend  
Of Theory And Practice 
Experience training that is perfectly matched to 
your needs. Take courses that, along with an 
in-depth grasp of theory, also give you thorough 
hands-on experience. Each of our 14 training  
centers is affiliated with a technical center. You  
can take what you learn at a morning seminar and 
apply it in the lab that very afternoon.

Industry-Specific Knowledge,  
Shared Among Equals
Knowledge is the engine driving progress and 
development. Knowledge grows. It changes the 
world and offers all of us new opportunities and 
prospects. If we share it. This is the clear guiding 
principle behind the WACKER ACADEMY. Labora-
tory work is where solutions to questions take root. 
Dialog is the cradle of ideas for new products. 



CREATING TOMORROW’S SOLUTIONS

A Diverse Array of Products  
for Growing Markets
Our product portfolio ranges from  
silicones, binders and polymeric  
additives all the way up to bioengi-
neered pharmaceutical actives.  
Rounding these out is hyperpure  
silicon for semiconductors and solar 
applications. 

Innovations that Improve Quality  
of Life
As a technology leader focusing on 
sustainability, WACKER promotes 
products and ideas that offer a high 
value-added potential to ensure that 
current and future generations enjoy  
a better quality of life, based on 
energy efficiency and protection of  
the climate and environment.

Silicones and Polymers
3,200 specialty products from organic  
and inorganic chemistry

Global Market Leader
In dispersions and dispersible polymer 
powders based on vinyl acetate-ethylene 
(VAE), in building-protection silicones  
and in the production of cyclodextrin  
and cystein.

Globally Active 
•	Sites worldwide
•	Headquartered in Munich 
•	27 production sites in Europe,  

Asia and the Americas
•	21 technical competence centers 
•	14 WACKER ACADEMY training  

centers 
•	48 sales offices

Employees: 16,600

Total Sales
€ 5.7 billionAll figures are based on fiscal 2024.

Global Knowledge  
for Local Markets
When you work with WACKER, you  
have 100 years of chemistry expertise 
at your disposal, with access to the  
research findings and best practices  
of our experts throughout the world. 
Our knowledge base consists of a  
network of 21 technical competence 
centers,14 WACKER ACADEMY  
training centers and our basic  
research center.

And most importantly: we are there 
wherever you need us – worldwide. 
Our local specialists know your  
markets and speak your language. 
Working with them, you will find  
innovative solutions that win over 
your customers and make you more 
competitive. 
 
Follow us: 
Find us on LinkedIn, YouTube and  
Twitter, and we’ll keep you up to date 
on the latest and discuss current  
issues with you. 
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The data presented in this medium are in accordance with the present state of our knowledge but do not absolve the  
user from carefully checking all supplies immediately upon receipt. We reserve the right to alter product constants within the  
scope of technical progress or new developments. The recommendations made in this medium should be checked by  
preliminary trials because of conditions during processing over which we have no control, especially where other  
companies’ raw materials are also being used. The information provided by us does not absolve the user from the obligation  
of investigating the possibility of infringement of third parties’ rights and, if necessary, clarifying the position. Recommendations 
for use do not constitute a warranty, either expressed or implied, of the fitness or suitability of the product for a particular  
purpose.

Wacker Chemie AG
Gisela-Stein-Strasse 1
81671 Munich, Germany 

www.wacker.com/contact
www.wacker.com/moldmaking 
 
www.wacker.com

Find your representative:
www.wacker.com/h/en-de/distributor-and-sales
Please select product group Silicone Rubber.
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