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Description

Technical Field

[0001] The present invention relates to a rigid core for forming a ti re whi ch is capable of uni formal i zi ng thermal
expansi on of a core body during vulcanization molding so as to improve quality of a finished tire.

Background Art

[0002] In recent years, a method for forming a tire using a rigid core (a) including a core body (a1) having a tire forming
surface (as) on an outer surface thereof as shown in FIG. 10 (hereinafter generally referred to as "core method") has
been proposed to enhance accuracy in forming a pneumatic tire (refer to, for example, patent document 1).
[0003] with the core method, tire structural members, such as a carcass ply, a belt ply, a sidewall rubber, and a tread
rubber, are sequentially stuck one upon another on the tire forming surface (as) so as to form a green tire (t) having
approximately the same shape as a finished tire (corresponding to a tire product after being subjected to vulcanization).
The green tire (t), together with the rigid core (a), is then loaded into a vulcanization mold (b) so as to subject the green
tire (t) to vulcanization molding between the core body (a1) as an inner mold and the vulcanization mold (b) as an outer
mold.
[0004] on this occasion, the core body (a1) is heated in the vulcanization mold (b) from a low temperature state of
100°C or below to a high temperature state of approximately 150°C in order to subject the green tire (t) to heat vulcan-
ization. Therefore, thermal expansion occurs in the core body (a1), and a shape dimension of the core body (a1) varies
in the vulcanization mold (b).
[0005] As conceptually shown in FIG. 11(A), thermal expansion in a cross-sectional direction ε1 and thermal expansion
in a radial direction ε2 occur as the thermal expansion. The thermal expansion in the cross-sectional direction ε1 is the
thermal expansion that causes the outer surface (as) to expand so as to swell outward in a meridional cross section of
the core body (a1). The thermal expansion in the radial direction ε2 is the thermal expansion that causes the ring-shaped
core body (a1) to expand so as to increase a diameter thereof outwardly in a tire radial direction around a tire axis (i).
Consequently, as conceptually shown in FIG. 11(B), expansion (d) varies across the cross section of the core body (a1).
In particular, the thermal expansion in the radial direction ε2 is added to the thermal expansion in the cross-sectional
direction ε1 so as to increase the expansion (d) on a side closer to a tread than a maximum width position P0 of the ti
re forming surface (as) (namely, on a radially outside). In contrast, the thermal expansion in the radial direction ε2 is
subtracted from the thermal expansion in the cross-sectional direction ε1 so as to decrease the expansion (d) on a side
closer to a bead than the maximum width position P0 (namely, on a radially inside).
[0006] The vulcanization mold (b) is controlled at a constant temperature (for example, approximately 160°C) over
the whole vulcanization process. Therefore, the shape dimension of a cavity surface (bs) of the vulcanization mold (b)
remains almost unchanged. The nonuniformity of the expansion (d) of the core body (a1) causes nonuniformity of
vulcanizing pressure applied to the green tire (t) (pressing force applied to the cavity surface (bs)). That is, the vulcanizing
pressure becomes high on the tread side and low on the bead side. This leads to the problem that the quality of the tire
is deteriorated due to insufficient vulcanization on the bead side subjected to the low vulcanizing pressure, and due to
difficulties in discharging air remaining within the tire.
[0007] JP 2006-264018A discloses a rigid core for forming a tire in accordance with the preamble of claim 1.
[0008] US 6468062 B1 discloses a rigid core for manufacturing a tire having a plurality of circumferentially adjacent
portions. Each portion comprises an attachment portion for attachment to a rim and a main portion integrally connected
to the attachment portion. The attachment portion and the main portion are formed from different materials.
[0009] JP 2007-050596A discloses a rigid core for forming a ti re which includes a metal material whose thermal
expansion coefficient is smaller than that of iron, aluminum or an iron-nickel alloy.

RELATED ART DOCUMENT

PATENT DOCUMENT

[0010] Patent document 1: Japanese Unexamined Patent Application No. 2006-160236
[0011] It is an object of the present invention to provide a rigid core for forming a tire which suppresses the nonuniformity
of the thermal expansion of the core body so as to uniformalize the vulcanizing pressure applied to the green tire, thus
improving the quality of the tire.
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Disclosure of the Invention

Means of solving the Problems

[0012] To achieve the above-mentioned object, the invention according to claim 1, a rigid core for forming a tire
comprises a core body provided on an outer surface thereof with a tire forming surface configured to form thereon a
green tire by sequentially sticking tire structural members, the rigid core being configured to be loaded together with the
green tire formed on the tire forming surface into a vulcanization mold so as to subject the green tire to vulcanization
molding between the vulcanization mold and the core body. The core body comprises a plurality of divided core pieces
configured to be di vi ded inward and outward in atire radial direction at a tire radial position P including a maximum
width position P0 at whi ch the ti re forming surface bulges most outward in a tire axial direction. An outward divided
core piece disposed more outward in the tire radial direction than the maximum width position P0, and an inward divided
core piece disposed more inward in the tire radial di recti on than the maxi mum wi dth posi ti on P0 are respectively
formed of metal materi al s di fferent from each other i n coefficient of thermal expansion. And a coefficient of thermal
expansion of the inward divided core piece is higher than a coefficient of thermal expansion of the outward divided core
piece.
[0013] According to claim 2, the core body comprises three or more divided core pieces respectively formed of metal
materials different from one another in coefficient of thermal expansion, and the divided core pieces have a higher
coefficient of thermal expansion as being disposed more inward in the tire radial direction.

Effects of the Invention

[0014] with the present invention as described above, the core body is made up of the plurality of divided core pieces
to be divided inward and outward in the tire radial direction. The divided core piece disposed more outward in the tire
radial direction than the maximum width position P0, and the divided core piece disposed more inward in the ti re radial
direction than the maxi mum wi dth posi ti on P0 are respectively formed of metal materials different from each other in
coefficient of thermal expansion. The coefficient of thermal expansion of the divided core piece disposed more inward
in the tire radial direction is higher than the coefficient of thermal expansi on of the di vi ded core piece di sposed more
outward in the tire radial direction.
[0015] Accordingly, the metal material having a high coefficient of thermal expansion can be used to increase the
expansion in the region to be subjected to small expansion due to the radial thermal expansion (namely, the region
disposed more radially inward than the maximum width position P0). In contrast, the metal material having a low coefficient
of thermal expansion can be used to decrease the expansion in the region to be subjected to large expansion due to
the radial thermal expansion (namely, the region disposed more radially outward than the maximum width position P0).
[0016] This contributes to minimizing the nonuniformity of expansi on over the enti re core body 2. Consequently, the
vulcanizing pressure applied to the green tire during the vulcanization molding can be uniformalized to suppress, for
example, insufficient vulcanization to be caused in a region subjected to low vulcanizing pressure, and occurrence of
air space within the tire, thereby improving the quality of the tire.

Brief Description of the Drawings

[0017]

FIG. 1 is a cross-sectional view showing an embodiment of a rigid core for forming a tire according to the present
invention;
FIGS. 2(A) and 2(B) are respectively a side view and a perspective view of a core body;
FIG. 3 is an explanatory drawing showing an embodiment of coupling means for coupling divided core pieces to
each other;
FIG. 4 is an explanatory drawing showing another embodiment of the coupling means;
FIG. 5 is a cross-sectional view showing another embodiment of the core body;
FIG. 6 is an explanatory drawing showing another embodiment of the coupling means for coupling the divided core
pieces to each other;
FIG. 7 is an explanatory drawing showing still another embodiment of the coupling means;
FIG. 8 is a cross-sectional view showing gap evaluation positions presented in Table 2;
FIGs. 9(A) to 9(C) are conceptual drawings respectively showing structures of the core body presented in Table 2;
FIG. 10 is a cross-sectional view for explaining a core method; and
FIGs. 11(A) and 11(B) are conceptual drawings for explaining problems in a conventional rigid core.
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Mode for Carrying out the Invention

[0018] An embodiment of the present invention is described in detail below.
[0019] As shown in FIG. 1, a rigid core 1 of the present embodiment includes an annular core body 2 having a tire
forming surface S on an outer surface thereof. Ti re structural members, such as a carcass ply, a belt ply, a sidewall
rubber, and a tread rubber, are to be sequentially stuck one upon another on the tire forming surface S so as to form a
green tire (t) having approximately the same shape as a finished tire. In a similar manner to conventional ones, the green
tire (t) is to be loaded together with the rigid core 1 into a vulcanization mold (b) so as to be subjected to vulcanization
molding while being heated and pressurized between the core body 2 as an inner mold and the vulcanization mold (b)
as an outer mold.
[0020] The tire forming surfaces includes a tread forming surface region Sa for forming an inner surface of a tread
region (ta) of the green tire (t), a sidewall forming surface region Sb for forming an inner surface of a sidewall region
(tb), and a bead forming surface region Sc for forming an inner surface of a bead region (tc). The tire forming surface
S is to be formed in approximately the same shape as an inner surface shape of the finished tire.
[0021] The rigid core 1 includes the core body 2 and a circular cylindrical core 3 to be internally inserted into a center
hole 2H of the core body 2. Any well-known structures are applicable to structural members other than the core body 2.
Therefore, the following description is given only of the core body 2.
[0022] The core body 2 of the present embodiment is in a hollow shape having therein an inner cavity region 4 that is
coaxial with the core body 2. Heating means (not shown) for heating the green tire (t) from inside, such as an electric
heater, is disposed in the inner cavity region 4. As the heating means, a heated fluid, such as steam, may be filled in
the inner cavity region 4.
[0023] As shown in FiGs. 2(A) and 2(B), the core body 2 is made up of a plurality of core segments 9 divided in a tire
circumferential di recti on. Each of the core segments 9 is made up of first and second core segments 9A and 9B disposed
alternately in the circumferential direction. In the first core segment 9A, divided surfaces 9s on both ends in the circum-
ferential direction are inclined radially inward in a direction to decrease a circumferential width. In the second core
segment 9B, the divided surfaces 9s on both ends in the circumferential direction are inclined radially inward in a direction
to increase the circumferential width. This ensures radially inward sequential movements starting from the second core
segment 9B. Thus, the core segments 9 are to be sequentially unloaded from a bead hol e of the fi ni shed tire after the
vulcanization mol di ng so as to disassemble the core body 2. The core 3 inhibits the radially inward movement of the
core segments 9 so as to integrally couple the core segments 9 to each other.
[0024] As shown in FIG. 1, the core body 2 of the present embodi ment is made up of a plurality of divided core pieces
10 to be divided inward and outward in a tire radial di recti on at a tire radial position P including a maximum width
position P0 at which the tire forming surface S bulges most outward in the tire axial direction.
[0025] The present embodiment illustrates the case where the tire radial position P consists of only the maximum
width position P0. Accordingly, the core body 2 is made up of two divided core pieces 10i and 10o respectively disposed
inward and outward in the tire radial direction.
[0026] As described above, the core body 2 of the present embodiment is divided into the plurality of core segments
9 in the tire circumferential direction. Therefore in the present embodiment, each of the core segments 9 is made up of
the divided core pieces 10i and 10o respectively disposed inward and outward in the tire radial direction. The divided
core pieces 10i and 10o respectively di sposed inward and outward are to be coupl ed to each other by coupl i ng means
20 described later so as to form the single core segment 9.
[0027] In the divided core pieces 10, the outward divided core piece 10o disposed more outward in the tire radial
direction than the maximum width position P0, and the inward divided core piece 10i disposed more inward in the tire
radial direction than the maximum width position P0 are respectively formed of metal materials different from each other
in coefficient of thermal expansion α. Moreover, a coefficient of thermal expansion αi of the inward divided core piece
10i is higher than a coefficient of thermal expansion αo of the outward divided core piece 10o.
[0028] with the foregoing configuration of the core body 2, a region to be subjected to small expansion due to the
radial thermal expansion (namely, the region disposed more radially inward than the maximum width position P0) permits
an increase in expansion because the metal material having the high coefficient of thermal expansion αi is used for the
inward divided core piece 10i. In contrast, a region to be subjected to large expansion due to the radial thermal expansion
(namely, the region disposed more radially outward than the maxi mum wi dth posi ti on P0) permi ts a decrease in
expansion because the metal material having the small coefficient of thermal expansion αo is used for the outward
divided core piece 10o. This contributes to minimizing the nonuniformity of expansion over the entire core body 2 so as
to uniformalize the vulcanizing pressure applied to the green tire (t) during the vulcanization molding. For uniformalizing
the expansion, a ratio (αi/αo) of the coefficients of thermal expansion αi and αo is preferably not less than 1.07, more
preferably not less than 1.34.
[0029] Here, a coefficient of linear expansion of a solid body and a coefficient of volume expansion of the solid body
have the following relationship. Hence, the coefficient of linear expansion or the coefficient of volume expansion may
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be employed as the coefficient of thermal expansion α. Coefficients of linear expansion in major metal materials MA to
ME are presented in the following Table 1. 

[0030] For example, one having a structure as shown in FIG. 3 is suitably employed as the coupling means 20.
specifically, in each of the core segments 9A and 9B, the inward divided core piece 10i and the outward divided core
piece 10o are adjacent to each other while interposing therebetween a circular cylindrical divided surface 21 that is
coaxial with a tire axis (i). The coupling means 20 includes guide means 20A that is formed on the divided surface 21
and allows the inward and outward divided core pieces 10i and 10o to be coupled to each other so as to permit relative
movement in the tire axial direction. The present embodiment illustrates the case where the guide means 20A is made
of a combination of a guide groove 22a that is buried in one divided surface 21 and extends in the tire axis direction,
and a guide rib 22b that is projected on another divided surface 21 and is guided along the guide groove 22a (hereinafter
referred to as "a pair of guides 22) . FIG. 3 illustrates the case where the guide groove 22a and the guide rib 22b are
respectively a so-called dovetail groove and a so-called dovetail tenon each hazing a trapezoidal cross-secti on. In this
case, the guide means 20A needs only a single pair of guides 22.
[0031] As shown in FIG. 4, ones having a rectangular cross section may be respectively employed as the guide groove
22a and the guide rib 22b. In this case, a plurality of pairs of guides 22 are preferably disposed toward the tire axis (i)
at least in the first core segment 9A that has a wide widht.
[0032] The coupling means 20 includes a holder 20B. The holder 20B has, for example, a U-shaped cross section
extending along a surface of the inner cavity region 4 (in some cases referred to as "inner hole surface 4S") and makes
the inner hole surfaces 4S of the inward divided core pieces 10i and the inner hole surfaces 4s of outward divided core
pieces 10o flush. In the present embodiment, the holder 20B and the divided core pieces 10i and 10o are coupled to
each other by a screw fitting. The holder 20B does not inhibit the effects of the present invention because when the
divided core pieces 10i and 10o are subjected to radial thermal expansion ε2, both can be radially extended and deformed
due to the thermal expansion ε2.
[0033] The core body 2 can be made up of a plurality of, namely, three or more divided core pieces 10 to be divided
inward and outward in the tie radial direction at a plurality of tire radial positions P including the maximum width position
P0. FIG. 5 illustrates that the core body 2 is divided into four divided core pieces 10i1, 10i2, 10o1, and 10o2 by the tire
radial position P consists of three positions of the maximum width position P0, a tire radial position PU disposed more
outward in the tire radial direction than the maxi mum wi dth posi ti on P0, and a ti re radial position PL di sposed more
inward in the tire radial direction than the maximum width position P0.
[0034] In the above case, the di vi ded core pieces 10i1, 10i2, 10o1, and 10o2 are preferably respectively formed of
metal materials different from one another in coefficient of thermal expansion α. Further, setting is preferably made so
that the divided core pieces 10 have a higher coefficient of thermal expansion α as being disposed more inward in the
ti re radial direction, namely, αi1 > αi2 > αo1 > αo2, where the coefficient of thermal expansion of the divided core pieces
10i1, 10i2, 10o1, and 10o2 are respectively αi1, αi2, αo1, and αo2.
[0035] This ensures further minimizing the nonuniformity of expansion over the entire core body 2 so as to further
uniformalize the vulcanizing pressure applied to the green tire (t) during the vulcanization molding. For uniformalizing
the expansion, a ratio (αi2/αo1) of the coefficients of thermal expansion αi2 and αo1 is preferably not less than 1.07,
more preferably not less than 1.34.
[0036] Alternatively, the inward divided core pieces 10i1 and 10i2 may be formed of the same metal material (namely,

Table 1

Reference letters Metal material Coefficient of thermal expansion α  (xE-6)

MA aluminum 23.1

MB iron 11.8

MC aluminum bronze 15.9

MD duralumin 21.6

ME stainless steel 14.7
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αi1 = αi2), and the outward divided core pieces 10o1 and 10o2 may be formed of the same metal material (namely, αo1
= αo2). This case eliminates the advantage of dividing by four, and is undesirable because of disadvantages, such as
processing costs for the dividing by four, increase in assembly costs, and accuracy deterioration. This case is, however,
practicable.
[0037] The divided core pieces 10i1, 10i2, 10o1, and 10o2 are also coupled to one another by the coupling means 20
so as to form the single core segment 9. The coupling means 20 is similar to the case of dividing by two. As shown in
FIGs. 6 and 7, the coupling means 20 includes the guide means 20A for ensuring that the divided core pieces adjacent
to each other are coupled to each other so as to permit relative movement in the tire axial direction, and the holder 20B
for making the inner hole surfaces 4s of the divided core pieces flush.
[0038] Although the particularly preferred embodiment of the present invention has been descri bed in detail, the
present i nventi on can be modified and carried out in various embodiments without being limited to the illustrated
embodiment.

Examples

[0039] To confi rm the effects of the present i nventi on, core bodi es for forming a pneumatic tire of a tire size 195/65R15
were produced experimentally based on specifications presented in Table 2. The individual core bodies were subjected
to a temperature rise from normal temperature of 20°C to 150°C so as to be subjected to thermal expansion, and outer
shapes of the individual core bodies were respectively measured using a laser displacement meter.
[0040] Each of measurement results was superimposed with a size of the cavity surface of the vulcanization mold
after the thermal expansion so as to obtain a gap (g) with respect to the outer surface of the core body, and the gap (g)
was represented by an index. The gap (g) is obtained by representi ng, by an index, a ratio of the gap of the core body
after the thermal expansion to the gap of the core body before the thermal expansion. Table 2 shows the gaps (g) at
evaluation positions J1 to J4 shown in FIG. 8. smaller variations of the gap (g) throughout the evaluation positions J1
to J4 indicates that vulcanizing pressure is uniformalized.

Evaluation position J1 ... Equator position of the tread region
Evaluation position J2 ... Buttress region
Evaluation position J3 ... Maximum width position
Evaluation position J4 ... clinch region

[0041] Generati on situation of air space within the pneumatic tire when the ti re was subjected to vulcanization molding
using the core body was represented by an index. A larger value indicates higher frequency of occurrence of air space.
vulcanization temperature conditions during the vulcanization molding are as follows.

vulcanization mold ... 160°C
core body ... 150°C

[0042] FIGs. 9(A) to 9(C) respectively conceptually show structures of the core body. The metal materials MA to ME
used in the individual regions are presented in Table 1.

Table 2

Comp. Ex. 1. Comp. Ex. 2 Ex. 1 Ex. 2 Ex. 3 Ex. 4 Ex. 5

Core Body

Internal structure FIG. 9(A) FIG. 9(A) FIG. 9(B) FIG. 9(B) FIG. 9(B) FIG. 9(B) FIG. 9(B)

Number of core pieces 1 1 2 2 2 4 4

Metal material

Region Qa MA MB -- -- -- -- --

Region Qb -- -- MB MB MD -- --
Region Qc -- -- MA MC MA -- --

Region Qd -- -- -- -- -- MB ME
Region Qe -- -- -- -- -- ME MC
Region Qf -- -- -- -- -- MD MD
Region Qg -- -- -- -- -- MA MA
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[0043] As apparent from Table 2, it can be confirmed that Examples are capable of uniformalizing the vulcanizing
pressure applied to the green tire during the vulcanization molding so as to suppress the occurrence of air space within
the tire, thereby improving the quality of the tire.

Description of the Reference Numeral

[0044]

1 rigid core
2 core body
10 divided core piece
b vulcanization mold
S tire forming surface
t green tire

Claims

1. A rigid core (1) for forming a tire comprising:

a core body (2) provided on an outer surface thereof with a tire forming surface (s) configured to form thereon
a green tire (t) by sequentially sticking tire structural members, the rigid core (1) being configured to be loaded
together with the green tire (t) formed on the tire forming surface (S) into a vulcanization mold (b) so as to subject
the green tire (t) to vulcanization molding between the vulcanization mold (b) and the core body (2),
wherein the core body (2) comprises a plurality of divided core pieces (10) configured to be divided inward and
outward in a tire radial direction at a tire radial position (P) including a maximum width position (P0) at which
the tire forming surface (s) bulges most outward in a tire axial direction,
wherein an outward divided core piece (10o) disposed more outward in the tire radial direction than the maximum
width position (P0), and an inward divided core piece (10i) disposed more inward in the tire radial direction than
the maximum width position (P0) are respectively formed of metal materials

characterized in that
the respective metal materials forming the outward divided core piece (10o) and the inward divided core
piece (1oi) are different from each other in coefficient of thermal expansion (α), and

wherein a coefficient of thermal expansion (αi) of the inward divided (10i) core piece is higher than a coefficient
of thermal expansion (αo) of the outward divided core piece (10o).

2. The rigid core (1) for forming a tire according to claim 1, wherein the core body (2) comprises three or more divided
core pieces (10) respectively formed of metal materials different from one another in coefficient of thermal expansion
(α), and the divided core pieces (10) have a higher coefficient of thermal expansion (α) as being disposed more
inward in the tire radial direction.

(continued)

Comp. Ex. 1. Comp. Ex. 2 Ex. 1 Ex. 2 Ex. 3 Ex. 4 Ex. 5

Gap

Evaluation position J1 3 6 6 6 5 6 5

Evaluation position J2 4 7 7 7 6 5 5

Evaluation position J3 6 8 5 7 5 5 5

Evaluation position J4 8 10 7 9 7 5 5

Air space 7 8 4 5 3 2 1
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Patentansprüche

1. Starrer Kern (1) zum Formen eines Reifens, umfassend:

einen Kernkörper (2), der an einer Außenfläche mit einer Reifenformungsfläche (S) versehen ist, die ausgestaltet
ist, um darauf einen Rohreifen (t) zu formen, indem nacheinander Reifenstrukturelemente geklebt werden,
wobei der starre Kern (1) ausgestaltet ist, um zusammen mit dem Rohreifen (t), der auf der Reifenformungsfläche
(S) geformt worden ist, in eine Vulkanisationsform (b) geladen zu werden, um den Rohreifen (t) einer Vulkani-
sationsformgebung zwischen der Vulkanisationsform (b) und dem Kernkörper (2) zu unterziehen,
wobei der Kernkörper (2) eine Mehrzahl von abgeteilten Kernstücken (10) umfasst, die derart ausgestaltet sind,
dass sie in einer radialen Richtung des Reifens an einer radialen Position (P) des Reifens, die eine Position
(P0) maximaler Breite umfasst, an welcher die Reifenformungsfläche (S) sich am weitesten nach außen in der
axialen Richtung des Reifens wölbt, nach innen und außen hin abgeteilt sind,
wobei ein nach außen abgeteiltes Kernstück (10o), das in der radialen Richtung des Reifens weiter außen als
die Position (P0) maximaler Breite angeordnet ist, und ein nach innen abgeteiltes Kernstück (10i), das in der
radialen Richtung des Reifens weiter innen als die Position (P0) maximaler Breite angeordnet ist, jeweils aus
Metallmaterialien gebildet sind,

dadurch gekennzeichnet, dass

die jeweiligen Metallmaterialien, die das nach außen hin abgeteilte Kernstück (10o) und das nach innen hin
abgeteilte Kernstück (1 oi) bilden, voneinander verschiedene Wärmeausdehnungskoeffizienten (α) aufweisen,
und
wobei ein Wärmeausdehnungskoeffizient (αi) des nach innen hin abgeteilten (10i) Kernstücks höher als ein
Wärmeausdehnungskoeffizient (α0) des nach außen hin abgeteilten Kernstücks (10o) ist.

2. Starrer Kern (1) zum Formen eines Reifens nach Anspruch 1, wobei der Kernkörper (2) drei oder mehr abgeteilte
Kernstücke (10) umfasst, die jeweils aus Metallmaterialien gebildet sind, die voneinander verschiedene Wärme-
ausdehnungskoeffizienten (α) aufweisen, und die abgeteilten Kernstücke (10) einen höheren Wärmeausdehnungs-
koeffizienten (α) aufweisen, je weiter sie in der radialen Richtung des Reifens innen angeordnet sind.

Revendications

1. Noyau rigide (1) pour former un pneumatique, comprenant :

un corps de noyau (2) doté sur sa surface extérieure d’une surface de formage de pneumatique (S) configurée
pour former sur celle-ci un pneumatique cru (t) en collant en séquence des éléments structurels de pneumatique,
le noyau rigide (1) étant configuré pour être chargé conjointement avec le pneumatique cru (t) formé sur la
surface de formage de pneumatique (S) dans un moule de vulcanisation (b) de manière à soumettre le pneu-
matique cru (t) à un moulage-vulcanisation entre le moule de vulcanisation (b) et le corps de noyau (2),
dans lequel le corps de noyau (2) comprend une pluralité de pièces de noyaux divisées (10) configurées pour
être divisées vers l’intérieur et vers l’extérieur dans une direction radiale du pneumatique, à une position radiale
(P) du pneumatique incluant une position de largeur maximum (P0) à laquelle la surface de formage de pneu-
matique (S) est bombée le plus vers l’extérieur dans une direction axiale du pneumatique,
dans lequel une pièce de noyau divisée extérieure (10o), disposée plus loin vers l’extérieur, dans la direction
radiale du pneumatique que la position de largeur maximum (P0), et une pièce de noyau divisée intérieure (10i)
disposée plus loin vers l’intérieur dans la direction radiale du pneumatique que la position de largeur maximum
(P0) sont formées respectivement de matériaux métalliques

caractérisé en ce que

les matériaux métalliques respectives formant la pièce de noyau divisée extérieure (10o) et la pièce de noyau
divisée intérieure (10i) sont différents l’un de l’autre quant à leur coefficient de dilatation thermique (α), et
dans lequel un coefficient de dilatation thermique (αi) de la pièce de noyau divisée intérieure (10i) est plus élevé
qu’un coefficient de dilatation thermique (αo) de la pièce de noyau divisée extérieure (10o).

2. Noyau rigide (1) pour former un pneumatique selon la revendication 1, dans lequel le corps de noyau (2) comprend
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trois ou plusieurs pièces de noyaux divisées (10) respectivement formées de matériaux métalliques différents les
uns des autres quant à leur coefficient de dilatation thermique (α), et les pièces de noyaux divisées (10) ont un
coefficient de dilatation thermique (α) d’autant plus élevé qu’elles sont disposées plus vers l’intérieur dans la direction
radiale du pneumatique.
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