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High-Carbon Steel Wire Rod for Ultra-high Strength

Tire Cord, KTC80H

Tsutomu Nakajima, Teshio Fujita, Yoshiji Yamamote, Eisuke Yamanaka, Toshio Sakamoto
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Fig. 1 Production process for tire cord
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Table 1 Comparison of chemical composition between the con-
ventional high-carbon steel KTC80 and the newly
developed one with ultra-high strength, KTC80H

{mass%)
C Si Mn P S Cr
0.81 0.15 0.75 0.10
KTC80H ~0.85 ~D.25 ~0.gp w0.015 =0.010 ~0. 25

0.81 0.15 0.45
KTC80 | 0'gs 095 —o55 <0.015 <0.015 —
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Fig. 2 Relationship between true strain and tensile strength
after final drawing
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Fig. 3 Relationship between true strain and number of torsion
after final drawing
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Fig. 4 Relationship between roughness after mechanical de-
scaling and flatness after drawing
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Fig. 5 Wire rod surface profile after mechanical descaling
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