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Description 

This  invention  relates  to  radial  tire  building  and, 
more  particularly,  to  an  improved  method  of 
splicing  one  end  of  the  radial  ply  fabric  layer  to 
the  other  end  to  form  an  annular  layer  of  ply  stock 
according  to  the  preambles  of  claims  6  and  1. 

Description  of  the  prior  art 
In  the  construction  of  radial  ply  tires,  a  carcass 

consisting  of  one  or  more  plies  of  elastomerized 
fabric  is  built  upon  a  generally  cylindrical  drum  by 
applying  layers  of  fabric  with  cords  running  per- 
pendicular  to  or  in  a  near  perpendicular  direction 
to  the  edge  of  the  fabric  layer.  The  ply  fabric  is 
applied  so  that  the  cords  run  from  bead  to  bead  in 
a  direction  which  is  generally  parallel  to  the  axis 
of  the  drum.  Thereafter,  the  layers  of  fabric  plies 
are  secured  by  turning  the  side  edges  of  the  plies 
around  a  coil  of  bead  wire  enclosed  in  suitable 
reinforcing  and  packing  strips.  The  carcass  is  then 
shaped  to  the  required  toroidal  form,  after  which 
breaker  and  tread  portions  are  applied  to  the 
crown  portion  of  the  carcass.  Then,  the  tire  is 
placed  in  a  suitable  mold  and  is  cured. 

As  each  layer  of  ply  stock  is  wrapped  around 
the  carcass,  a  splice  is  formed  between  the  ends 
of  the  layers  in  order  for  the  ply  layer  to  achieve 
an  annular  shape.  This  splice  is  formed  in  a 
direction  generally  parallel  to  the  direction  of  the 
cords  in  the  fabric,  i.e.,  in  the  direction  generally 
parallel  to  the  axis  of  the  drum.  To  keep  the  ply 
splice  from  opening  up  or  slipping  open  during 
assembly,  one  end  of  the  ply  fabric  typically 
overlaps  the  other  end  a  short  distance.  This 
overlapping,  or  lap  splicing,  is  the  traditional  and 
accepted  method  of  placing  fabric  plies  on  a  tire 
carcass.  The  overlap  is  usually  confined  to  a  short 
distance,  and  usually  only  involves  a  few  ply 
cords.  The  distance  of  a  typical  overlap  may  be 
approximately  0.07  to  0.5  inch  (1.8  to  12.7  mm). 

The  resulting  overlapping  splice  results  in  an 
area  of  the  tire  in  which  the  ply  reinforcement  is 
increased.  Since  the  double  layer  of  cords  in  the 
overlapping  splice  area  exhibit  a  different  tension 
from  the  remaining  single  layer  of  the  carcass 
cords,  there  is  less  cord  elongation  in  the  sidewall 
in  the  area  of  the  splice.  This  results  in  sidewall 
indentations  in  the  inflated  tire. 

In  an  effort  to  eliminate  these  indentations,  a 
reinforced  butt  splice  has  been  developed.  This 
splice  involves  having  the  ends  of  the  ply  layer 
abut  each  other  so  that  no  overlapping  occurs, 
and  reinforcing  the  splice  with  a  strip  of  another 
material.  The  reinforcing  strip  may  be,  for 
example,  a  gum  strip  made  of  nylon  or  a  woven 
material.  A  major  disadvantage  of  this  reinforced 
butt  splice  is  that  it  introduces  an  additional 
material  into  the  tire,-  and  the  interaction  of  this 
material  with  the  existing  tire  material  may  pro- 
duce  detrimental  results.  In  addition,  the  rein- 
forcement  adds  to  the  weight  of  the  tire  and 
increases  material  costs. 

Summary  of  the  invention 
The  present  invention  provides  a  method  for 

splicing  radial  fabric  plies  which  overcomes  the 
disadvantages  of  the  prior  art  and  provides  other 

5  advantages  which  have  not  been  achieved 
heretofore. 

In  accordance  with  the  present  invention,  one 
end  of  a  radial  fabric  ply  layer  is  cut  a  plurality  of 
times  in  a  direction  generally  transverse  to  the 

10  splice,  and  the  ends  are  overlapped  so  that  one  of 
the  overlapping  ends  is  provided  with  a  plurality 
of  cuts.  The  cords  on  one  of  the  overlapped  layers 
are  thus  cut  into  a  number  of  discrete  lengths. 
Since  the  cut  cords  have  minimal  tension  during 

15  inflation,  the  elongation  differential  is  minimized 
and  sidewall  indications  are  eliminated  or  sub- 
stantially  reduced. 

The  present  invention  avoids  the  necessity  of 
introducing  an  additional  material  into  the  tire,  as 

20  was  necessary  for  reinforced  butt  splicing.  In 
addition,  the  transverse  cuts  in  one  end  of  the 
overlapping  ply  layer  avoid  the  problems  of 
sidewall  indentations  associated  with  conven- 
tional  lap  splicing. 

25  These  and  other  advantages  are  achieved  by 
the  present  invention  of  a  method  of  making 
pneumatic  tires  according  to  the  characterizing 
portion  of  claim  1.  In  the  method,  a  layer  of  ply 
stock  is  placed  on  a  tire  carcass,  with  the  sides  of 

30  the  ply  layer  extending  outwardly  to  the  area  of 
bead  placement.  A  plurality  of  cuts  is  made  in  one 
end  edge  of  the  ply  layer  in  a  direction  generally 
transverse  to  the  end  edge.  The  cut  edge  is 
overlapped  with  the  other  edge  of  the  ply  layer  to 

35  form  an  annular  layer  of  ply  stock  on  the  carcass. 
Thereafter,  the  construction  of  the  tire  is  com- 
pleted  in  accordance  with  conventional  methods. 
The  steps  of  the  method  may  be  repeated  for 
additional  layers  of  ply  stock. 

40  Preferably,  the  length  of  the  cuts  is  approxi- 
mately  the  same  as  the  width  of  the  overlap  of  the 
cut  end  with  the  other  end.  The  method  of  the 
present  invention  is  especially  adapted  to  the 
construction  of  radial  tires,  in  which  the  ply  layer 

45  is  placed  on  the  carcass  with  cords  extending 
from  side  to  side. 

The  method  of  the  present  invention  may  be 
employed  to  provide  a  radial  ply  pneumatic  tire 
according  to  the  characterizing  portion  of  claim  6, 

so  which  tire  comprises  a  tread  portion  extending 
circumferentially  around  the  tire.  Two  annular 
bead  portions  are  provided  which  have  beads 
embedded  therein.  A  pair  of  flexible  sidewall 
portions  are  provided  along  the  sides  of  the  tire. 

55  Each  sidewall  portion  connects  one  side  of  the 
tread  portion  with  the  associated  bead  portion.  A 
plurality  of  layers  of  carcass  plies  extends 
through  the  sidewall  portions.  Each  ply  layer  is 
folded  around  the  beads  so  that  the  side  portions 

60  of  the  plies  are  located  in  the  sidewall  portions. 
The  ends  of  the  plies  are  spliced  together  to  form 
a  generally  annular  shape.  One  end  of  each  ply 
layer  of  the  splice  has  a  plurality  of  cuts  extending 
transversely  to  the  splice  to  form  a  generally 

65  serrated  edge. 
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rief  description  of  the  drawings 
In  the  drawings,  which  are  not  drawn  to  scale: 
Fig.  1  is  an  elevational  view  of  the  two  ends  of  a 

ly  layer  prior  to  splicing  the  ply  layer  ends 
igether  to  form  an  annular  shape; 
Fig.  2  is  an  elevational  view  similar  to  Fig.  1, 

ith  the  ends  of  the  ply  layer  in  place  and  spliced 
>gether; 
Fig.  3  is  an  elevational  view  similar  to  Fig.  2, 

lowing  another  embodiment  of  the  present 
ivention;  and 
Fig.  4  is  a  perspective  view  of  a  portion  of  a 

neumatic  tire  formed  in  accordance  with  the 
lethod  of  the  present  invention. 

lescription  of  the  preferred  embodiments 
Referring  more  particularly  to  the  drawings, 

nd  initially  to  Figs.  1  and  2,  there  is  shown  a  layer 
0  of  carcass  ply  fabric.  The  ply  layer  10  may  be  of 
ny  conventional  fabric  used  in  the  construction 
f  radial  tires,  such  as  steel  or  polyester.  The  ply 
ayer  10  comprises  cords  11  running  between  the 
ides  12  of  the  layer.  The  ply  layer  10  is  centered 
m  the  centerline  13  of  a  tire  carcass  on  a  conven- 
ional  building  drum.  The  sides  of  the  ply  layer  10 
ixtend  outwardly  from  the  centerline  13  beyond 
he  areas  14  of  bead  placement  to  the  outer  edge 
if  the  drum. 

When  the  ply  layer  10  is  wrapped  around  the 
>uilding  drum,  the  two  ends  16  and  17  of  the  ply 
ayer  adjoin  each  other  as  the  ply  layer  forms  an 
mnular  shape.  In  accordance  with  conventional 
nethods,  the  two  ply  ends  16  and  17  are  overlap- 
>ed  in  a  small  area  18  to  form  a  conventional  lap 
splice.  The  overlapping  of  the  material  in  the  area 
18  is  necessary  to  keep  the  ply  splice  from 
jpening  up  or  slipping  open  during  assembly. 
However,  the  double  ply  layer  at  the  splice  results 
n  a  different  tension  from  that  provided  by  the 
single  layer  of  other  cords  in  the  ply  layer.  As  a 
esult,  there  is  less  cord  elongation  in  the  sidewall 
n  the  area  of  the  splice,  and  sidewall  indentations 
are  formed  in  the  inflated  tire. 

In  accordance  with  the  present  invention,  a 
alurality  of  cuts  20  is  formed  in  one  end  16  of  the 
Dly  layer  10.  The  cuts  20  extend  generally  trans- 
/ersely  to  the  end  edge  of  the  ply  layer  10  and 
generally  parallel  to  the  bead  placement  areas  14 
and  to  the  centerline  13. 

When  the  ends  16  and  17  of  the  ply  layer  are 
overlapped  to  form  a  splice,  as  shown  in  Fig.  2, 
one  end  16  is  provided  with  the  cuts  20  extending 
inwardly  from  the  end  edge  at  a  distance  approxi- 
mately  the  same  as  the  amount  of  the  overlap.  As 
a  result,  the  cut  cords  in  the  end  and  have 
minimal  tension  during  inflation,  and  help  to 
minimize  the  elongation  differential  between  the 
cords  at  the  splice  and  the  other  cords  in  the  ply 
layer  10.  This  helps  to  reduce  or  eliminate 
sidewall  indentations  in  the  inflated  tire. 

The  length  and  number  of  cuts  can  vary  with 
tire  size,  design,  and  type  of  fabric.  As  shown  in 
Figs.  1,  2  and  3,  the  length  of  each  cut  20  is  such 
that  approximately  four  cords  1  1  in  the  ply  end  16 
are  cut,  and  the  width  of  the  overlap  area  18 
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four  cords.  Preferably,  the  length  of  each  of  the 
cuts  20  is  approximately  the  same  as  the  width  of 
the  overlap  of  the  cut  end  16  with  the  other  end 
17.  The  width  of  a  conventional  ply  overlap  area 
18  may  be  approximately  0.15  inch  to  0.5  inch  (3.8 
to  12.7  mm),  with  a  width  of  0.2  inch  (5.1  mm) 
being  typical.  Accordingly,  the  cuts  20  can  be 
anywhere  from  about  0.15  inch  (3.8  mm)  to  about 

?  0.5  inch  (12.7  mm)  in  length,  and  are  typically 
about  0.2  inch  (5.1  mm). 

Additional  ply  layers  may  be  spliced  in  the 
same  manner  with  one  end  of  the  ply  layef  cut 
and  the  cut  end  overlapping  the  uncut  end. 

5  After  all  of  the  ply  layers  are  formed,  the 
construction  of  the  tire  is  completed  in  accord- 
ance  with  conventional  practice.  The  beads  are 
placed  in  the  areas  14  on  each  side  of  the  tire 
carcass  over  the  ply  layers.  The  ply  layers  are  then 

o  wrapped  around  the  beads  in  the  conventional 
manner.  The  tire  carcass  is  expanded  to  a  toroidal 
shape,  and  breaker  and  tread  portions  are  applied 
circumferentially  around  the  carcass.  The  tire  is 
then  placed  in  a  suitable  mold  and  cured. 

5  While  it  is  preferred  to  provide  cuts  20  along  the 
entire  end  edge  of  the  ply  layer,  as  shown  in  Figs. 
1  and  2,  it  is  also  possible  to  achieve  the  advan- 
tages  of  the  present  invention  by  providing  cuts 
only  in  the  areas  of  bead  placement.  For  example, 

o  a  pair  of  single  cuts  22  maybe  made  in  one  end  16 
of  the  ply  layer  10  directly  inwardly  of  the  bead 
placement  areas  14,  as  shown  in  Fig.  3.  These  cuts 
22  would  reduce  cord  tension  in  the  overlapping 
ply  layer  by  preventing  the  cords  in  the  sidewall 

w  from  being  connected  to  the  cords  which  are 
wrapped  around  the  bead.  Since  the  ply  cords  in 
the  sidewall  in  the  area  of  the  overlap  are  thus 
less  rigidly  connected  to  the  bead,  the  cord 
elongation  in  this  splice  area  substantially 

to  matches  that  in  the  other  areas,  .and  sidewall 
indentations  are  prevented. 

In  Fig.  4,  there  is  shown  a  finished  pneumatic 
tire  30  made  using  the  splice  shown  in  Figs.  1  and 
2.  The  tire  30  has  a  thick  tread  portion  31  which 

is  .  extends  circumferentially  around  the  tire  and 
sidewalls  32  which  extend  from  the  tread  portion 
31  along  the  sides  of  the  tire.  The  tire  30  is 
designed  to  be  mounted  on  a  conventional  wheel 
rim,  and  wire  beads  33  are  provided  in  the  bead 

50  portion  34  of  the  tire  where  the  sidewall  meets  the 
rim.  The  tire  30  has  two  carcass  plies  35  and  36 
extending  around  the  interior  of  the  tire.  The  plies 
extend  from  bead  to  bead  and  are  folded  around 
the  beads  33  so  that  the  sides  37  and  38  of  the 

55  plies  are  located  in  the  sidewall  region.  There  are 
also  two  breakers  39  and  40  extending  circum- 
ferentially  around  the  interior  of  the  tire  and 
located  directly  inwardly  of  the  tread  portion  31. 
Conventional  rubber  compositions  are  used  to 

60  form  the  tread  and  sidewall  portions  of  the  tire 
and  the  air-retaining  inner  liner. 

Each  of  the  plies  35  and  36  is  formed  of  a  single 
layer  of  ply  fabric  which  is  spliced  together  to 
form  an  annular  shape.  Each  of  the  plies  35  and  36 

65  is  identically  formed,  and  both  will  be  described 

o 
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with  reference  to  the  ply  36.  The  splice  is  formed 
in  the  ply  36  with  one  end  of  the  ply  41  overlap- 
ping  the  other  end  42.  One  end  41  of  the  ply  36  is 
provided  with  a  plurality  of  cuts  43  which  extends 
transversely  to  the  splice  and  in  a  circumferential 
direction  with  respect  to  the  tire.  The  cuts  43  form 
a  generally  serrated  edge  in  the  end  41  of  the  piy 
at  the  splice. 

It  will  be  noted  that  in  the  finished  tire,  the  cuts 
43  in  the  overlapping  end  41  of  the  ply  36  prevent 
the  overlapping  end  from  forming  additional  rein- 
forcement,  which  would  provide  reduced  tension 
in  the  radial  plies  in  the  area  of  the  splice.  This 
lack  of  reduced  tensioning  results  in  the  substan- 
tial  reduction  or  elimination  of  sidewall  indenta- 
tions  which  otherwise  occur  in  the  area  in  which 
the  plies  overlap  to  form  a  splice. 

The  invention  as  shown  herein  is  applied  to 
conventional  radial  tire  construction;  however,  it 
is  understood  that  the  invention  may  be  adapted 
for  use  with  other  standard  designs  of  tires. 

Claims 

1.  A  method  of  making  a  radial  ply  pneumatic 
tire  (30),  which  comprises  the  steps  of: 

(a)  placing  a  layer  (10)  of  ply  stock  having 
parallel  cords  (11)  on  a  tire  carcass  with  the  sides 
(12)  of  the  ply  layer  (10)  extending  outwardly  to 
the  area  of  bead  placement  and  the  parallel  cords 
(11)  extending  across  the  sides  (12)  of  the  ply 
layer  (10)  in  a  direction  that  becomes  radial  when 
the  tire  carcass  is  expanded  into  a  toroidal  shape; 

(b)  overlapping  opposite  edges  (16,  17)  of  the 
ply  layer  (10)  to  form  an  annular  layer  of  ply  stock 
on  the  carcass;  and 

(c)  completing  the  construction  of  the  tire, 
characterised  in  that  the  method  includes  the 
additional  step 

(d)  ,  carried  out  prior  to  steps  (b)  and  (c),  of 
making  a  plurality  of  cuts  (20)  on  one  end  edge 
(16)  of  the  ply  layer  in  a  direction  generally 
transverse  to  the  parallel  cords  (11),  thereby 
cutting  the  cords  nearest  the  end  edge  (16)  into 
separate  sections. 

2.  A  method  according  to  Claim  1,  wherein 
steps  (a),  (d)  and  (b)  are  repeated  for  additional 
layers  of  ply  stock. 

3.  A  method  according  to  Claim  1  or  Claim  2, 
wherein  the  length  of  the  cuts  (20)  is  approxi- 
mately  the  same  as  the  width  of  the  overlap  (18) 
of  the  cut  end  (16)  with  the  other  end  (17). 

4.  A  method  according  to  any  one  of  the 
preceding  claims,  wherein  said  cuts  (20)  are  made 
substantially  along  the  entire  length  of  said  end 
edge  (16). 

5.  A  method  according  to  Claim  1,  Claim  2  or 
Claim  3,  wherein  said  cuts  (20)  are  made  inwardly 
of  the  area  of  bead  placement  on  each  side  of  said 
ply  layer. 

6.  A  pneumatic  tire  which  comprises: 
a  thread  portion  extending  circumferentially 

around  the  tire; 
two  annular  bead  portions  having  beads 

embedded  therein; 

a  pair  of  flexible  sidewall  portions  along  the 
sides  of  the  tire,  each  sidewall  portion  connecting 
one  side  of  said  tread  portion  with  the  associated 
bead  portion;  and 

5  a  carcass  ply  (10)  having  radial  cords  (11) 
extending  through  sidewall  portions,  said  ply 
folded  around  said  beads  so  that  the  side  portions 
of  the  plies  are  located  in  said  sidewall  portions, 
the  end  edges  (16,  17)  of  said  ply  being  overiap- 

10  ped  and  spliced  together  to  form  a  generally 
annular  shape,  characterised  in  that  one  end  edge 
(16)  of  said  ply  (10)  at  the  splice  has  a  plurality  of 
cuts  (20)  extending  transversely  to  the  splice  and 
dividing  the  radial  cords  (11)  nearest  said  end  (16) 

is  into  separate  sections. 
7.  A  pneumatic  tire  according  to  Claim  6, 

wherein  the  length  of  each  of  said  cuts  (20)  is 
approximately  the  same  as  the  width  of  the 
overlap  (18)  of  the  cut  end  edge  (16)  with  the 

20  other  end  edge  (17). 
8.  A  pneumatic  tire  according  to  claim  6  or 

Claim  7,  wherein  said  cuts  (20)  are  provided 
substantially  along  the  entire  length  of  said  end 
edge  (16). 

25 
Patentanspruche 

1.  Verfahren  zur  Herstellung  eines  Radial-Gewe- 
belagen-Luftreifens  (30)  mit  den  Schritten 

30  (a)  Anordnen  einer  Lage  (10)  eines  Gewebema- 
terials,  das  parallele  Faden  (11)  aufweist,  auf  einer 
Reifenkarkasse,  wobei  sich  die  Seiten  (12)  der 
Gewebelage  (10)  nach  auBen  zu  dem  Bereich  der 
Anordnung  des  Reifenwulstes  erstrecken  und 

35  wobei  sich  die  parallelen  Faden  (11)  quer  zu  den 
Seiten  (12)  der  Gewebelage  (10)  in  einer  Richtung 
erstrecken,  die  radial  wird,  wenn  die  Reifenkar- 
kasse  in  eine  Ringform  aufgeweitet  wird; 

(b)  Uberlappen  der  gegenuberliegenden  Ran- 
40  der  (16,  17)  der  Gewebelage  (10),  um  auf  der 

Karkasse  eine  ringformige  Lage  des  Gewebema- 
terials  zu  bilden;  und 

(c)  Vervollstandigen  der  Konstruktion  des  Rei- 
fens,  gekennzeichnet  durch  "den  zusatzlichen 

45  Schritt 
(d)  ,  dafS  vor  den  Schritten  (b)  und  (c)  in  einem 

Endrand  (16)  der  Gewebelage  mehrere  Ein- 
schnitte  (20)  im  allgemeinen  quer  zu  den  paralle- 
len  Faden  (11)  ausgefiihrt  werden,  um  dadurch 

so  die  dem  Endrand  (16)  am  nachsten  liegenden 
Faden  in  getrennte  Abschnitte  zu  zerschneiden. 

2.  Verfahren  nach  Anspruch  1,  wobei  die 
Schritte  (a),  (d)  und  (b)  fur  aufeinanderfolgende 
Lagen  eines  Gewebematerials  wiederholt 

55  werden. 
3.  Verfahren  nach  Anspruch  1  oder  2,  wobei  die 

Lange  der  Einschnitte  (20)  ungefahr  der  Breite  der 
Uberlappung  (18)  des  eingeschnittenen  Endes 
(16)  mit  dem  anderen  Ende  (17)  entspricht. 

60  4.  Verfahren  nach  einem  der  vorhergehenden 
Anspruche,  wobei  die  Einschnitte  (20)  im  wesent- 
lichen  entlang  der  gesamten  Lange  des  Endran- 
des  (16)  ausgefiihrt  werden. 

5.  Verfahren  nach  Anspruch  1,  2  oder  3,  wobei 
65  die  Einschnitte  (20)  innerhalb  des  Bereichs  der 
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nbringung  des  Reifenwulstes  aut  jeaer  bene  aer 
ewebelage  ausgefuhrt  werden. 
6.  Luftreifen,  umfassend: 
einen  Laufflachenbereich,  der  sich  in  Umfangs- 
chtung  um  den  Reifen  herum  erstreckt; 
zwei-  ringformige  Wulstbereiche,  in  die  Wulste 
ngebetter  sind; 
zwei  flexible  Flankenbereiche  langs  der  Seiten 
bs  Reifens,  wobei  jeder  Flankenbereich  eine 
eite  des  Laufflachenbereichs  mit  dem  zugehori- 
en  Wulstbereich  verbindet;  und 
eine  Karkssen-Gewebelage  (10)  mit  radialen 

aden  (11),  die  sich  durch  die  Flankenbereiche 
rstrecken,  wobei  diese  Gewebelage  um  die  Wul- 
te  herumgefaltet  ist,  so  daB  die  Seitenbereiche 
er  Gewebelagen  in  diesen  Flankenbereichen 
ngeordnet  sind,  wobei  die  Endrander  (16,  17)  der 
iewebelage  iiberlappt  und  miteinander  ver- 
pleifit  sind,  um  im  allgemeinen  die  Form  eines 
ings  zu  bilden,  dadurch  gekennzeichnet,  dalS  der 
ine  Endrand  (16)  der  Gewebelage  (10)  an  der 
erspleiBung  mehrere  Einschnitte  (20)  aufweist, 
ie  quer  zu  der  Verspleifcung  verlaufen  und  die 
iesem  Ende  (16)  am  nachsten  liegenden  radialen 
aden  (11)  getrennte  Abschnitte  unterteilen. 
7.  Luftreifen  nach  Anspruch  .6,  wobei  die  Lange 

ines  jeden  Einschnitts  (20)  naherungsweise  der 
Ireite  der  Uberlappung  (16)  des  eingeschnittenen 
■ndrandes  (16)  mit  dem  anderen  Endrand  (17) 
mtspricht. 

8.  Luftreifen  nach  Anspruch  6  oder  7,  wobei  die 
■inschnitte  (20)  im  wesentlichen  iiber  die 
lesamte  Lange  des  Endrandes  (16)  angeordnet 
iind. 

levendications 

1.  Procede  pour  fabriquer  un  pneu  radial  (30), 
jui  comprend  les  etapes  consistant  a: 

a)  placer  une  couche  (10)  de  matiere  de  nappe 
jyant  des  cordons  paralleles  (1  1)  sur  une  carcasse 
le  pneu,  les  cotes  (12)  de  la  couche  (10)  s'eten- 
jant  exterieurement  a  la  zone  des  talons  et  les 
:ordons  paralleles  (11)  s'etendant  a  travers  les 
:6tes  (12)  de  la  couche  (10)  dans  une  direction  qui 
devient  radiate  quand  la  carcasse  de  pneu  subit 
jne  expansion  pour  prendre  une  forme  toroi'dale; 

b)  faire  chevaucher  des  bords  opposes  (16,  17) 
de  la  couche  de  nappe  (10)  pour  former  une 
souche  annulaire  de  matiere  de  nappe  sur  la 
:arcasse;  et 

c)  achever  la  construction  du  pneu, 
caracterise  en  ce  que  le  procede  comporte 

I'etape  additionnelle  (d),  mise  en  oeuvre  avant  les 

eiapes  \uj  ei  uuii&ioiaiii  a  icanoci  umg  ^luium^ 
de  decoupes  (20)  dans  un  bord  d'extremite  (16)  de 
la  couche  de  nappe  dans  une  direction  generale- 
ment  transversale  aux  cordons  paralleles  (11),  en 
decoupant  ainsi  les  cordons  les  plus  proches  du 
bord  d'extremite  (16)  en  sections  separees. 

2.  Procede  selon  la  revendication  1,  dans  lequel 
les  etapes  (a),  (d)  et  (b)  sont  repetees  pour  des 
couches  supplementaires  de  matiere  de  nappe. 

?  3.  Procede  selon  la  revendication  1  ou  la  reven- 
dication  2,  dans  lequel  la  longueur  des  decoupes 
(20)  est  approximativement  egale  a  la  largeur  de 
chevauchement  (18)  de  I'extremite  decoupee  (16) 
sur  I'autre  extremite  (17). 

j  4.  Procede  selon  I'une  quelconque  des  revendi- 
cations  precedentes,  dans  lequel  lesdites 
decoupes  (20)  sont  realisees  sensiblement  le  long 
de  toute  la  longueur  dudit  bord  d'extremite  (16). 

5.  Procede  selon  la  revendication  1,  la  revendi- 
o  cation  2  ou  la  revendication  3,  dans  lequel  lesdites 

decoupes  (20)  sont  realisees  interieurement  a  la 
zone  des  talons  de  chaque  cote  de  ladite  couche 
de  nappe. 

6.  Pneu  comprenant: 
5  —  une  bande  de  roulement  s'etendant  circonfe- 

rentiellement  autour  du  pneu; 
—  deux  talons  annulaires  presentant  des  trin- 

gles  qui  y  sont  noyees; 
—  une  paire  de  flancs  souples  le  long  des  cotes 

o  du  pneu,  chaque  flanc  reliant  un  cote  de  ladite 
bande  de  roulement  au  talon  associe;  et 

—une  nappe  de  carcasse  (10)  presentant  des 
cordons  radiaux  (11)  s'etendant  a  travers  les 
flancs,  ladite  nappe  etant  pliee  autour  desdits 

is  talons  de  sorte  que  les  parties  laterales  des 
nappes  sont  situees  dans  lesdits  flancs,  les  bords 
d'extremite  (16,  17)  de  ladite  nappe  se  chevau- 
chant  et  etant  raccordes  I'un  a  I'autre  pour  former 
une  forme  generalement  annulaire, 

to  caracterise  en  ce  qu'un  bord  d'extremite  (16)  de 
ladite  nappe  (10)  au  niveau  du  raccord  presente 
une  pluralite  de  decoupes  (20)  s'etendant  trans- 
versalement  au  raccord  et  divisant  les  cordons 
radiaux  (11)  les  plus  proches  de  ladite  extremite 

ts  (16)  en  sections  separees. 
7.  Pneu  selon  la  revendication  6,  dans  lequel  la 

longueur  de  chacune  desdites  decoupes  (20)  est 
approximativement  egale  a  la  largeur  du  recou- 
vrement  (18)  du  bord  d'extremite  decoupe  (16) 

50  sur  I'autre  bord  d'extremite  (17). 
8.  Pneu  selon  la  revendication  6  ou  la  revendi- 

cation  7,  dans  lequel  lesdits  decoupes  (20)  sont 
prevues  sensiblement  le  long  de  toute  la  longueur 
dudit  bord  d'extremite  (16). 
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