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Upgrade of PL.C Control System for OTR Tire Tread Extrusion Line

Xu Liling, Fan Wei
( Aeolus Tire Co., Ltd., Jiaozuo 454003, China )

Abstract: In this study, the PLC control system for OTR tire tread extrusion line was upgraded from S5 series
to S7 series. In the upgraded system, Siemens S7-400 PLC was selected for the host control system with CPU 414-
2DP. Advantech IPC was used as the man-machine interface and the whole operation platform was re-designed.
Mettler-Toledo display was selected for balances. The temperature of discharged compound was measured using
infrared temperature sensors. DC drive and DC motor were used in the cutting system. The length of extruded tread
was controlled by encoder module. After the upgrading, the control system provided full functions such as fault
diagnosis, recording and query, and process parameter recording. The product quality and production yield were
improved, and the failure rate and maintenance cost were reduced.
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