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5.3 Bead Fillers(Flippers)

In those instances where further rein-
forcement of the tyre bead area is required,
the already wrapped and apexed bead may be
enclosed by a strip of rubberised textile or, in
some applications, by steel cords. Emphasis is
on the avoidance of localised circumferential
stress lines which could promote looseness cr
cord break-up under constant flex conditions.
High-grade flexible heat-resistant compounds
are essential for this region of the tyrs.

5.4 Carcass Plies

It is the carcass plies that give the tyre its
strength®. These consist of cords of cotton,
rayon, nylon, or polyester, woven as the
warp of a fabric with only very light yarns,
widely spaced, as the weft®, These weft
strands serve to maintain the uniformity of
cord spacing during handling but play no part
in the performance of the product. The fabric
is treated with adhesive, rubberised to a
thickness of approximately 1. Omm, and in-
terleaved with a low moisture regain textile
lining®. Steel is produced in weftless form
from a creel feeding directly through a rubber
calender. The large rolls of rubbered textile
approximately 1. 5m wide and 300m long are
cut into strips, termed plies, on a horizontal
Banner machine®. This ply cutting plant has
facilities for mechanically unwinding large
rolls of fabric and simultaneously rewinding
-the interleaving lining. The fabric sheet is fed

forward, through a festoon unit to allow for

continuous operation, and then guided along a
horizontal multi-belt conveyor to a cross-beam
rotary cutting knife®. This knife is complete
with its own drive motor, and the entire unit
traverses across the support beam when cut-
ting the material to pre-determined width and
bias angle; the latter is variable between 45°
and 90°, and the operation is controlled by
photoelectric cells.

Cut plies are placed manually on adjacent
batching tables, where they are joined, end to
end,into a continuous length and batched into
roll form, interleaved with a textile lining to
prevent self-adhesion?. Suitable devices are
provided at all stages to prevent distortion of

the material.
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It is preferable to bias cut the carcass fab-
ric at a somewhat less angle, say 1 degree to 3
degree less, than would be employed conven-
tionally for the same finally desired cord an-
gle.
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