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Comparative Analysis on Quality Fluctuation Causes of Tread Components

Produced by Co-extrusion Line

WU Yue, WANG Guangcheng,ZHANG Binwu
[Double Coin Group (Xinjiang) Kunlun Tire Co. ,Ltd,Urumgi 831400, China]

Abstract: In view of the different quality fluctuations of tread components produced by two extruding

linkage lines of the same model, the comparative analysis was carried out from the aspects of production

planning output, opening ratio of die, tread extrusion discharge and collection temperature, as well as the

quality control mode of the linkage line. The results showed that the qualified rate of tread quality could be

effectively improved by increasing the production planning output, optimizing the operation method and

setting a reasonable plasticizing temperature.
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