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Automation of Tire Tread Extruder Line Using Cameras
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Abstract: This paper describes a vision based automation case study for the tire tread extruder line.
thread widths, two cameras with laser line illumination have been installed near
extruder line is then automated by controlling the speeds of take away conveyor
between measured widths and the targeted data is minimized. By doing this, the
replaced by the developed automated computer system and with only one operator,

reducing safety accidents.

To accurately measure the
the takeaway conveyer. The overall tread
and screw motor such that a difference
conventional tread extruder line has been
increasing the production efficiency and
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Fig. 1. Configuration of control system.
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Fig. 2. Configuration of the Existing system.
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Fig. 4. Process control software.
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Fig. 11. Measurement results of the tread shole-width.
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