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5.5 Tread Bracing Components (Breakers
or Belts) for Radial or Belted Bias
Tyres®

Tread bracing components raise the mod-
. ulus of the tread area, thereby maintaining
the inflated tyre tread profile and reducing
tread pattern movement as it contacts the
road.

The method of strip cutting the rubbered
textile is identical with that used for cutting
plies, but, in this case, the travelling beam
on the bias cutting machine is adjustable for
angles of 15°—25°,

The method of converting the single-
layer low-angle cut strips into the form of the
final belt varies®. The most widely used con-
struction, for radial ply tyres, employs four
layers, made from folded strips, adjacent lay-
ers being of opposite bias angle®. The method
of assembly is shown in Fig. 10. 4. In prac-
tice the two strips are slightly offset to achieve
a graduated step-down in thickness at the belt
edges, thereby reducing stress concentration
and minimising the development of looseness
in service®,

5. 6 Insulation Components (Undertread,

. Breaker Cushion Insulations)

These insulation components are calen-
dered strips of rubber compound usually of 1
mm gauge or less. They are located in posi-
tions within the structure where additional in-
sulation is required between components to

prevent chafing. The compounds are similar

to those used for coating the carcass plies.
5.7 Tread

The tread is the wearing surface of the
tyre. It is applied in the raw state as an ex-
truded slab of rubber compound. In cross-sec-
tion it is substantially rectangular across the
centre portion, tapering down to very fine
edges®. The thickness must be calculated to
accommodate the pattern fragmentation in the
tyre mould and to allow an adequate residual
thickness beneath the pattern grooves. The
tread width is such that the tapered edges ex-
tend to a position slightly above the maximum -
flex zone in the upper sidewall region.

The extruding operation is continuous,
and the extrudate is either batched as a con-
tinuous length into’a band dispenser, for sub-
sequent cutting to length at the tyre building
machine, or pre-cut into individual lengths
and stored on flat metal trays in multi-leaf

©, The former method is preferred;

stillages
length variation of pre-cut treads often occurs
as in-built stresses in the compound are re-

leased.
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Compounds having higher pressures in
the curing mold. Because of this tendency,
the rubber was postulated to penetrate more
thoroughly into the tire cord, giving better
mechanical and physical bonding because of
the better contact.
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