
Note: Within nine months of the publication of the mention of the grant of the European patent in the European Patent
Bulletin, any person may give notice to the European Patent Office of opposition to that patent, in accordance with the
Implementing Regulations. Notice of opposition shall not be deemed to have been filed until the opposition fee has been
paid. (Art. 99(1) European Patent Convention).

Printed by Jouve, 75001 PARIS (FR)

(19)
E

P
1 

94
9 

99
8

B
1

��&������������
(11) EP 1 949 998 B1

(12) EUROPEAN PATENT SPECIFICATION

(45) Date of publication and mention 
of the grant of the patent: 
11.05.2011 Bulletin 2011/19

(21) Application number: 08153044.6

(22) Date of filing: 06.03.2003

(51) Int Cl.:
B23K 20/06 (2006.01)

(54) Method for securing a yoke to a tube using magnetic pulse welding techniques

Verfahren zum Sichern eines Trägerstücks an einem Rohr mittels magnetischen 
Impulsschweißtechniken

Procédé de sécurisation d’une fourche sur un tube utilisant des techniques de soudage à impulsion 
magnétique

(84) Designated Contracting States: 
DE ES FR IT SE

(30) Priority: 06.03.2002 US 362215 P

(43) Date of publication of application: 
30.07.2008 Bulletin 2008/31

(62) Document number(s) of the earlier application(s) in 
accordance with Art. 76 EPC: 
03251362.4 / 1 342 530

(73) Proprietor: Dana Automotive Systems Group, LLC
Toledo, OH 43697-1000 (US)

(72) Inventor: Yablochnikov, Boris A
Toledo, OH 43617 (US)

(74) Representative: Giles, Ashley Simon
Haseltine Lake LLP 
Lincoln House, 5th Floor 
300 High Holborn
London WC1V 7JH (GB)

(56) References cited:  
EP-A1- 1 342 530 FR-A- 2 450 145
US-A- 5 981 921 US-A1- 2002 003 159



EP 1 949 998 B1

2

5

10

15

20

25

30

35

40

45

50

55

Description

BACKGROUND OF THE INVENTION

[0001] This invention relates in general to the use of
magnetic pulse welding techniques according to the pre-
amble of claim 1 to secure two metallic components to-
gether, such as a yoke and a driveshaft tube in a vehicular
driveshaft assembly. In particular, this invention relates
to an improved method for performing such a magnetic
pulse welding operation that protects the inductor from
potential damage that can result from the performance
of this operation. Such methods are described in U.S.
Patent No. 5,981,921.
[0002] In most land vehicles in use today, a drive train
system is provided for transmitting rotational power from
an output shaft of an engine/transmission assembly to
an input shaft of an axle assembly so as to rotatably drive
one or more wheels of the vehicle. To accomplish this,
a typical vehicular drive train assembly includes a hollow
cylindrical driveshaft tube having first and second end
fittings (such as tube yokes) secured to the opposed ends
thereof. The first end fitting forms a portion of a first uni-
versal joint, which provides a rotatable driving connection
from the output shaft of the engine/transmission assem-
bly to the driveshaft tube while accommodating a limited
amount of angular misalignment between the rotational
axes of these two shafts. Similarly, the second end fitting
forms a portion of a second universal joint, which provides
a rotatable driving connection from the driveshaft tube to
the input shaft of the axle assembly while accommodat-
ing a limited amount of angular misalignment between
the rotational axes of these two shafts.
[0003] In vehicular driveshaft assemblies of this gen-
eral type, it is usually necessary to permanently secure
the first and second end fittings to the ends of the drive-
shaft tube. Traditionally, conventional welding tech-
niques have been used to permanently join the first and
second end fittings to the ends of the driveshaft tube. As
is well known, conventional welding techniques involve
the application of heat to localized areas of two metallic
members, which results in a coalescence of the two me-
tallic members. Such conventional welding techniques
may or may not be performed with the application of pres-
sure, and may or may not include the use of a filler metal.
Although conventional welding techniques have func-
tioned satisfactorily in the past, there are some draw-
backs to the use thereof in joining the first and second
end fittings to the ends of the driveshaft tube. First, as
noted above, conventional welding techniques involve
the application of heat to localized areas of the two me-
tallic members. This application of heat can cause unde-
sirable distortions and weaknesses to be introduced into
the metallic components. Second, while conventional
welding techniques are well suited for joining compo-
nents that are formed from similar metallic materials, it
has been found to be somewhat more difficult to adapt
them for use in joining components formed from dissim-

ilar metallic materials. Third, conventional welding tech-
niques are not easily adapted for joining components that
have different gauge thicknesses. Inasmuch as the pro-
duction of vehicular driveshaft assemblies is usually a
high volume process, it would be desirable to provide an
improved method for permanently joining these metallic
components together in a manner that avoids the draw-
backs of conventional welding techniques.
[0004] Magnetic pulse welding is an alternative proc-
ess that has been proposed to secure the first and second
end fittings to the opposed ends of the driveshaft tube.
To accomplish this, a hollow driveshaft tube having an
end portion and an end fitting having a neck portion are
initially provided. The end portion of the driveshaft tube
can be hollow to allow the neck portion of the end fitting
to be disposed co-axially therein. Alternatively, the neck
portion of the end fitting can be hollow to allow the end
portion of the driveshaft tube to be disposed telescopi-
cally therein. If desired, one of the adjacent surfaces of
the neck portion of the end fitting or the end portion of
the driveshaft tube can be tapered at least slightly relative
to the other. Regardless, an annular gap is provided be-
tween the end portion of the driveshaft tube and the neck
portion of the end fitting. Then, an electrical inductor is
provided concentrically about or within the co-axially
overlapping portions of the driveshaft tube and the end
fitting. The inductor is energized to generate a magnetic
field that either collapses the outer member inwardly into
engagement with the inner member or expands the inner
member outwardly into engagement with the outer mem-
ber. In either event, the high velocity impact of the two
members, as well as the large pressure exerted thereon,
cause them to become permanently joined together.
When one of the adjacent surfaces is tapered, the ener-
gization of the inductor causes the two members to collide
one another in an axially progressive manner from one
end of the tapered surface to the other. This slanting type
of collision is one of the physical conditions that is usually
necessary to achieve a strong, high-quality weld in the
process of magnetic pulse welding.
[0005] As mentioned above, prior to being joined to-
gether, the two components are initially spaced apart
from one another such that an annular gap exists be-
tween the adjacent surfaces thereof. This gap typically
filled with air. Also, the adjacent surfaces of the two com-
ponents are usually covered with oxide films or other con-
taminants. To achieve a strong weld between the two
components using magnetic pulse welding (or, for that
matter, any other type of cold welding process), it is im-
portant to remove these films and contaminants from the
adjacent surfaces of the two components.
[0006] When the inductor is energized to form the
pulsed magnetic field, the high velocity movement be-
tween the two components rapidly closes the annular
gap, causing the air that was initially present in the gap
to be quickly expelled outwardly therefrom. In the area
where the surfaces collide with high velocity at a tapered
angle, a circular cumulative flow of air is created. Fortu-
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nately, during this expulsion of the air from the annular
gap, a very effective cleaning process occurs automati-
cally as a result of the slanting collision of the adjacent
surfaces of the two components to be welded. Specifi-
cally, the circular cumulative flow of air functions to re-
move the oxide films and other contaminants from the
adjacent surfaces of the two components functions to
clean such surfaces directly before the welding process
occurs, which is the best type of cleaning.
[0007] This cumulative flow of air and contaminants
possesses a large amount of energy and supersonic ve-
locity. For example, it creates a loud sound like thunder
if the flow is allowed to escape to the atmosphere. If the
cumulative flow is reflected from an obstacle, such as a
shoulder formed on the end fitting or one or more surfaces
of tooling for performing the magnetic pulse welding op-
eration, it can be directed toward the inductor that gen-
erated the magnetic field. In this instance, the insulation
and other elements of the inductor can be contaminated
and otherwise adversely affected in a short number of
welding cycles. For example, insulation provided on the
inductor can degrade significantly fast if the air and other
portions of the cumulative flow are captured inside a
closed space, the volume of which decreases fast. This
situation is typical when, for example, the yoke shoulder
is used as a stop to facilitate pre-assembly of the parts
to be welded inside the inductor. In this case, a very pow-
erful secondary flow is created as a result of a gas break-
down at the end of the collision of the welded parts
through a very narrow circular gap between the shoulder
and the end of the tube. Similar to the cumulative flow,
this secondary flow is circular, has high velocity, and has
high temperature. Unlike the cumulative flow, which is
directed axially, the secondary flow is directed radially,
i.e., perpendicular to the inductor insulation. The second-
ary flow is highly concentrated in an axial direction and
acts as a sharp circular razor. The secondary flow can
literally cut the inductor insulation within several welding
cycles. Obviously, this is unacceptable in a manufactur-
ing process because breakdown of the inductor is pos-
sible.
[0008] In order to prevent this from occurring, it has
been suggested to provide a non-metallic, annular shield
between the axially overlapping portions of the two com-
ponents and the inductor during the magnetic pulse weld-
ing process. The high velocity secondary flow created
during the magnetic pulse welding operation impinges
upon the shield, thus protecting the inductor therefrom
premature. However, the use of such a shield has been
found to be relatively time-consuming and, therefore, rel-
atively inefficient, particularly in the context of the high
volume production process associated with the manu-
facture of vehicular driveshaft assemblies. Thus, it would
be desirable to provide an improved method for perform-
ing a magnetic pulse welding operation that reduces or
eliminates the possibility of the cumulative flow escaping,
as well as the possibility of forming a secondary flow in
the direction of the inductor, thereby protecting the in-

ductor from the potential wear and damage that break-
down can result therefrom.

SUMMARY OF THE INVENTION

[0009] According to the present invention, there is pro-
vided a method of performing a magnetic pulse welding
operation as claimed in claim 1.
[0010] Various objects and advantages of this inven-
tion will become apparent to those skilled in the art from
the following detailed description of the preferred embod-
iments, when read in light of the accompanying drawings.

BRIEF DESCRIPTION OF THE DRAWINGS

[0011]

Fig. 1 is an exploded perspective view of an end
fitting and a driveshaft tube shown prior to being as-
sembled and secured together by means of a mag-
netic pulse welding operation not in accordance with
the method of this invention.
Fig. 2 is an enlarged sectional elevational view of
the end fitting and the driveshaft tube illustrated in
Fig. 1 shown assembled and disposed within an in-
ductor for performing the magnetic pulse welding op-
eration.
Fig. 3 is a further enlarged sectional elevational view
showing portions of the end fitting, the driveshaft
tube, and the inductor illustrated in Figs. 1 and 2 prior
to the commencement of the magnetic pulse welding
operation.
Fig. 4 is an enlarged sectional elevational view sim-
ilar to Fig. 3 showing portions the end fitting, the
driveshaft tube, and the inductor after the perform-
ance of a conventional magnetic pulse welding op-
eration that results in the generation of a highly in-
tensive gas spray that can damage the inductor.
Fig. 5 is an enlarged sectional elevational view sim-
ilar to Fig. 4 showing portions the end fitting, the
driveshaft tube, and the inductor after the perform-
ance of a magnetic pulse welding operation that re-
duces or eliminates the generation of the intensive
spray of air not in accordance with the method of this
invention.
Fig. 6 is an enlarged sectional elevational view sim-
ilar to Fig. 3 showing portions of the end fitting, the
driveshaft tube, and the inductor prior to the com-
mencement of the magnetic pulse welding operation
not in accordance with the method of this invention.
Fig. 7 is an enlarged sectional elevational view sim-
ilar to Fig. 4 showing portions of the end fitting, the
driveshaft tube, and the inductor illustrated in Fig. 6
after the performance of a magnetic pulse welding
operation not in accordance with the method of this
invention.
Fig. 8 is an enlarged sectional elevational view sim-
ilar to Fig. 3 showing portions of the end fitting, the
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driveshaft tube, and the inductor prior to the com-
mencement of the magnetic pulse welding operation
not in accordance with the method of this invention.
Fig. 9 is an enlarged sectional elevational view show-
ing portions of the end fitting, the driveshaft tube,
and the inductor illustrated in Fig. 8 after the per-
formance of the magnetic pulse welding operation
not in accordance with the method of this invention.
Fig. 10 is an enlarged sectional elevational view sim-
ilar to Fig. 3 showing portions of the end fitting, the
driveshaft tube, and the inductor prior to the com-
mencement of the magnetic pulse welding operation
not in accordance with this invention.
Fig. 11 is an enlarged sectional elevational view
showing portions of the end fitting, the driveshaft
tube, and the inductor illustrated in Fig. 10 after the
performance of the magnetic pulse welding opera-
tion not in accordance with the method of this inven-
tion.
Fig. 12 is an enlarged sectional elevational view sim-
ilar to Fig. 3 showing portions of an embodiment of
the end fitting, the driveshaft tube, and the inductor
prior to the commencement of the magnetic pulse
welding operation in accordance with this invention.
Fig. 13 is an enlarged sectional elevational view
showing portions of the embodiment of the end fit-
ting, the driveshaft tube, and the inductor illustrated
in Fig. 12 after the performance of the magnetic pulse
welding operation in accordance with the method of
this invention.

DETAILED DESCRIPTION OF THE PREFERRED EM-
BODIMENTS

[0012] Referring now to the drawings, there is illustrat-
ed in Figs. 1 and 2 a portion of a vehicular driveshaft
assembly 10 that includes a driveshaft tube, indicated
generally at 20, and a first embodiment of an end fitting,
indicated generally at 30. Although this invention will be
described and illustrated in the context of securing an
end fitting to a driveshaft tube to form a portion of a ve-
hicular driveshaft assembly, it will be appreciated that
the method of this invention can be used to secure any
two metallic components together for any desired pur-
pose or application.
[0013] The illustrated driveshaft tube 20 is generally
hollow and cylindrical in shape and can be formed from
any desired metallic material, such as 6061 T6 aluminum
alloy, for example. Preferably, the driveshaft tube 20 has
an outer surface that defines a substantially constant out-
er diameter and an inner surface that defines a substan-
tially constant inner diameter. Thus, the illustrated drive-
shaft tube 20 has a substantially cylindrical and uniform
wall thickness, although such is not required. The drive-
shaft tube 20 has an end portion 21 that terminates at an
end surface 22.
[0014] The illustrated end fitting 30 is a tube yoke
formed from a metallic material that can be either the

same as or different from the metallic material used to
form the driveshaft tube 20, such steel or an alloy of alu-
minum, for example. The end fitting 30 includes a body
portion 31 having a pair of opposed yoke arms 32 that
extend therefrom in a first axial direction. A pair of aligned
openings 33 are formed through the yoke arms 32 and
are adapted to receive conventional bearing cups (not
shown) of a universal joint cross therein. If desired, an
annular groove 33a (see Fig. 2) can be formed within
each of the openings 33 to facilitate retention of the bear-
ing cups therein in a known manner by means of respec-
tive snap rings (not shown). A generally hollow neck por-
tion 34 extends axially in a second axial direction from
the body portion 31. The structure of the neck portion 34
is described in detail below. If desired, an annular groove
35 (see Fig. 2) or similar recessed area can be formed
on the interior of the end fitting 30. The purpose for this
annular groove 35 is explained in detail in co-pending
application Serial 60/362,150, filed March 6, 2002, which
is also owned by the assignee of this invention.
[0015] Fig. 3 illustrates the structure of the neck portion
34 of the end fitting 30 in more detail, albeit in a somewhat
exaggerated manner. As shown therein, the neck portion
34 of the end fitting 30 preferably has an outer surface
including a first tapered portion 34a that tapers outwardly
from a relatively small outer diameter adjacent to the body
portion 31 to an outermost point 34b. The outer surface
of the neck portion 34 further includes a second tapered
portion 34c that tapers inwardly from the outermost point
34b to the axial end of the neck portion 34. The outer
surface of the neck portion 34 is preferably smaller in
diameter than the outer diameter of the body portion 31.
As a result, an annular shoulder 34d is defined between
the neck portion 34 and the body portion 31 of the end
fitting 30.
[0016] The outermost point 34b of the neck portion 34
can, if desired, define an outer diameter that is either
approximately equal to or slightly smaller in diameter than
the inner diameter defined by the inner surface of the end
portion 21 of the driveshaft tube 20. Thus, when the end
portion 21 of the driveshaft tube 20 is disposed about the
neck portion 34 of the end fitting 30 as shown in Figs. 2
and 3, the two components are positively located relative
to one another. However, the outer diameter defined by
the outermost point 34b of the neck portion 34 can, if
desired, be somewhat smaller in diameter than the inner
diameter defined by the inner surface of the end portion
21 of the driveshaft tube 20. In such instance, an external
fixture (not shown) may be provided for positively posi-
tioning the end portion 21 of the driveshaft tube 20 and
the neck portion 34 of the end fitting 30 relative to one
another. The second tapered portion 34c of the outer
surface of the neck portion 34 is provided to facilitate the
axial installation of the end portion 21 of the driveshaft
tube 20 onto the neck portion 34 of the end fitting 30 in
an known manner. The hollow neck portion 34 of the end
fitting 30 may have a substantially uniform wall thickness,
although such is not required. This tapered outer surface
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of the neck portion 34a of the end fitting 30 has been
found to provide good results during the performance of
a magnetic welding process that is discussed in detail
below. A more detailed explanation of the structure of
the neck portion 34 of the end fitting 30 can be found in
U.S. Patent No. 5,981,921 to Yablochnikov.
[0017] Typically, the end portion 21 of the driveshaft
tube 20 is installed onto the neck portion 34 of the end
fitting 30 by moving it axially thereover until the end sur-
face 22 of the driveshaft tube 20 abuts the shoulder 34d
on the end fitting 30 as shown in Figs. 2 and 3, although
such is not required. When the driveshaft tube 20 and
the end fitting 30 are assembled in this manner, an an-
nular gap or space 36 (see Fig. 3) is defined between
the inner surface of the end portion 21 of the driveshaft
tube 20 and outer surface of the neck portion 34 of the
end fitting 30. The size of the gap 36 can vary in radial
dimension with the tapered shape of the outer surface of
the neck portion 34 of the end fitting 30, although such
is not required. Typically, the radial dimension of such
gap 36 will be up to a maximum of about five millimeters,
although the gap 36 may have any desired dimension.
Preferably, the gap 36 is substantially uniform circumfer-
entially about the axially overlapping portions of the end
portion 21 of the driveshaft tube 20 and the neck portion
34 of the end fitting 30, although such is not required.
[0018] Fig. 2 also illustrates an inductor 40 disposed
about the assembly of the driveshaft tube 20 and the end
fitting 30 prior to the performance of a magnetic pulse
welding operation for securing the two components to-
gether in accordance with the method of this invention.
The inductor 40 can be formed having any desired struc-
ture, such as that shown and described in U.S. Patent
No. 4,129,846 to Yablochnikov. The inductor 40 is con-
nected to a schematically illustrated control circuit for se-
lectively operating same. As shown in Fig. 2, a first end
of the inductor 40 is connected to a first electrical con-
ductor 41, while a second end of the inductor 40 is con-
nected through a discharge switch 42 to a second elec-
trical conductor 43. A plurality of high voltage capacitors
44 or similar energy storage devices are connected be-
tween the first and second electrical conductors 41 and
43. The first electrical conductor 41 is also connected to
a source of electrical energy 45, while the second elec-
trical conductor 43 is connected through a charging
switch 46 to the source of electrical energy 45. The struc-
ture and operation of the control circuit is described in
detail in U.S. Patent No. 5,981,921 to Yablochnikov.
[0019] The operation of the inductor 40 to perform the
magnetic pulse welding operation is well known in the
art, and reference is again made to the above-referenced
U.S. Patent No. 5,981,921 to Yablochnikov for a detailed
explanation. Briefly, however, the inductor 40 is operated
by initially opening the discharge switch 42 and closing
the charging switch 46. This allows electrical energy to
be transferred from the source of electrical energy 45 to
each of the capacitors 44. When the capacitors 44 have
been charged to a predetermined voltage, the charging

switch 46 is opened. Thereafter, when it is desired to
operate the inductor 40, the discharge switch 42 is
closed. As a result, a high energy pulse of electrical cur-
rent flows from the capacitors 44 through the inductor
40, thereby generating an immense and momentary elec-
tromagnetic field about the end portion 21 of the drive-
shaft tube 20.
[0020] This electromagnetic field exerts a very large
force on the outer surface of the end portion 21 of the
driveshaft tube 20, causing it to collapse inwardly at a
high velocity onto the neck portion 34 of the end fitting
30, as shown in Fig. 4. The resulting impact of the inner
surface of the end portion 21 of the driveshaft tube 20
with the outer surface of the neck portion 34 of the end
fitting 30 causes a weld or molecular bond to occur ther-
ebetween, such as shown at the region 47 in Fig. 4. The
size and location of the weld region 47 will vary with a
variety of factors, such as the size of the gap 36, the size,
shape, and nature of the metallic materials used to form
the driveshaft tube 20 and the end fitting 30, the size and
shape of the inductor 40, the angle and velocity of the
impact between the end portion 21 of the driveshaft tube
20 and the neck portion 34 of the end fitting 30, and the
like. It will be appreciated that the illustrated weld region
47 is intended to be representative of an exemplary prime
welding area that provides the best possible adherence
of the driveshaft tube 20 to the end fitting 30, and that
other areas of the driveshaft tube 20 and the end fitting
30 may also be welded together as well during this proc-
ess.
[0021] Prior to the energization of the inductor 40 to
perform a magnetic pulse welding operation, the annular
gap 36 between the inner surface of the driveshaft tube
20 and the outer surface of the end fitting 30 is typically
filled with air. Also, the adjacent inner surface of the drive-
shaft tube 20 and the outer surface of the end fitting 30
are usually covered with oxide films or other contami-
nants. To achieve a strong weld between these two com-
ponents using magnetic pulse welding (or, for that matter,
any other type of cold welding process), it is important to
remove these films and contaminants from the adjacent
surfaces. When the inductor 40 is energized to form the
pulsed electromagnetic field as described above, the in-
ner surface of the driveshaft tube 20 and the outer surface
of the end fitting 30 engage one another at a relatively
high velocity. This high velocity relative movement rapidly
closes the annular gap 36, causing the air and the rest
of the cumulative flow to be captured inside a closed
space, the volume of which decreases rapidly and, there-
fore, becomes relatively small, such as shown in Fig. 4.
As a result, a high velocity, high temperature secondary
flow, such as shown at 48 in Fig. 4, can be sprayed gen-
erally radially outwardly from between the driveshaft tube
20 and the end fitting 30 during the magnetic pulse weld-
ing operation. Because the inductor 40 is typically dis-
posed in a relatively close proximity about the driveshaft
tube 20 and the end fitting 30 during the magnetic pulse
welding operation, this secondary flow 48 may impinge
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upon the inner surface of the inductor 40. As a result, the
inductor 40 can suffer premature wear and damage.
[0022] There are several alternative methods for re-
ducing or eliminating the occurrence of this high velocity
secondary flow 48 so as to protect the inductor 40 from
premature wear and damage during the performance of
the magnetic pulse welding operation. Fig. 5 illustrates
the driveshaft tube 20 and an embodiment of the end
fitting 30 after the inductor 40 has been energized in the
manner described above to perform a magnetic pulse
welding operation in accordance with the method of this
invention. As shown therein, the end surface 22 of the
driveshaft tube 20 has been collapsed into engagement
with a portion of the shoulder 34d of the end fitting 30,
while the remainder of the end portion 21 of the driveshaft
tube 20 has been collapsed into engagement with the
outer surface of the neck portion 34 of the end fitting 30
as described above. As a result, the air that was present
in the gap 36 before the commencement of the magnetic
pulse welding operation and the rest of the cumulative
flow are captured, either partially or completely, in an
annular space 49 defined between the inner surface of
the end portion 21 of the driveshaft tube 20, the outer
surface of the neck portion 34 of the end fitting 30, and
the interior portion of the shoulder 34d of the end fitting
30. The air and particles of matter contained in the an-
nular space 49 are, therefore, not rapidly expelled (or at
least not as rapidly expelled) from the gap 36 during the
magnetic pulse welding operation in the manner of the
high velocity secondary flow 48 described above. Thus,
the air and particles of matter contained in the annular
space 49 will not damage the inductor 40 as previously
discussed. The end surface 22 of the driveshaft tube 20
can be caused to collapse into engaged with the shoulder
34d of the end fitting 30 by urging the end fitting 30 axially
into engagement with such shoulder 34d prior to and dur-
ing the magnetic pulse welding operation or in any other
desired manner.
[0023] Fig. 6 is an enlarged sectional elevational view
similar to Fig. 3 showing an embodiment of the end fitting,
indicated generally at 30’, that can be used in the method.
The embodiment of the end fitting 30’ is generally similar
to the first embodiment of the end fitting 30 described
above, and like reference numbers are used to illustrate
similar structures therein. However, the neck portion 34
of the modified end fitting 30’ has a recess 50 formed in
the outer surface thereof. In the illustrated embodiment,
the recess 50 is annular in shape, extending about the
entire outer surface of the neck portion 34. However, the
recess 50 need not extend about the entire outer surface
of the neck portion 34, but rather may extend about only
a portion thereof. Furthermore, a plurality of individual
recesses 50 may be provided on the outer surface of the
neck portion 34 if desired. In the illustrated embodiment,
the recess 50 is formed in the outer surface of the neck
portion 34 adjacent to the shoulder 34d. However, the
recess 50 may be formed at any desired location in the
outer surface of the neck portion 34.

[0024] Fig. 7 illustrates the driveshaft tube 20 and the
modified end fitting 30’ after the inductor 40 has been
energized in the manner described above to perform a
magnetic pulse welding operation in accordance with the
method of this invention so as to reduce or eliminate the
generation of the high velocity secondary flow 48 shown
in Fig. 4. As shown therein, the end surface 22 of the
driveshaft tube 20 has been collapsed into engagement
with a portion of the shoulder 34d of the end fitting 30’,
while the remainder of the end portion 21 of the driveshaft
tube 20 has been collapsed into engagement with the
outer surface of the neck portion 34 as described above.
As a result, the air that was present in the gap 36 before
the commencement of the magnetic pulse welding oper-
ation and the rest of the cumulative flow are captured,
either partially or completely, in an annular space 51 de-
fined between the inner surface of the end portion 21 of
the driveshaft tube 20, the recess 50 formed in the outer
surface of the neck portion 34 of the modified end fitting
30’, and the shoulder 34d of the end fitting 30. As previ-
ously discussed, such contained air and the rest of the
cumulative flow will not be rapidly expelled (or least not
as rapidly expelled) from the annular space 51 and, there-
fore, will not damage the inductor 40 in the manner of
the high velocity secondary flow 48 described above.
[0025] Fig. 8 is an enlarged sectional elevational view
similar to Fig. 3 showing an end fitting, indicated generally
at 30", that can be used in the method of this invention.
The end fitting 30" is generally similar to the first embod-
iment of the end fitting 30 described above, and like ref-
erence numbers are used to illustrate similar structures
therein. However, the neck portion 34 of the modified end
fitting 30" has an annular step 60 formed in the outer
surface thereof. The illustrated step 60 has a generally
radially outwardly facing surface 60a that is tapered
slightly to facilitate the installation of the end portion 21
of the driveshaft tube 20 thereover and to positively po-
sition the end portion 21 of the driveshaft tube 20 on the
neck portion 34 of the end fitting 30. To accomplish this,
the generally radially outwardly facing surface 60a can
be tapered at an angle in the range of from about five
degrees to about nine degrees relative to the inner cir-
cumferential surface of the end portion 21 of the drive-
shaft tube 20, for example.
[0026] The illustrated step 60 also has a generally ax-
ially facing surface 60b that extends generally radially
relative to an axis of rotation defined by the driveshaft
tube 20 and the modified end fitting 30". In the illustrated
embodiment, the step 60 is annular in shape, extending
about the entire outer surface of the neck portion 34.
However, the step 60 need not extend about the entire
outer surface of the neck portion 34, but rather may ex-
tend about only a portion thereof. In the illustrated em-
bodiment, the step 60 is formed in the outer surface of
the neck portion 34 adjacent to the shoulder 34d. How-
ever, the step 60 may be formed at any desired location
in the outer surface of the neck portion 34.
[0027] Fig. 9 illustrates the driveshaft tube 20 and the
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modified end fitting 30" after the inductor 40 has been
energized in the manner described above to perform a
magnetic pulse welding operation in accordance with the
method of this invention so as to reduce or eliminate the
generation of the high velocity secondary flow 48 shown
in Fig. 4. As shown therein, the end surface 22 of the
driveshaft tube 20 has been collapsed into engagement
with the step 60 of the end fitting 30", while the remainder
of the end portion 21 of the driveshaft tube 20 has been
collapsed into engagement with the outer surface of the
neck portion 34 as described above. During this opera-
tion, the step 60 may be somewhat deformed, as shown
in Fig. 9. As a result, the air that was present in the gap
36 before the commencement of the magnetic pulse
welding operation and the rest of the cumulative flow are
captured, either partially or completely, in an annular
space 61 defined between the inner surface of the end
portion 21 of the driveshaft tube 20, the step 60, and the
outer surface of the neck portion 34 of the modified end
fitting 30". As previously discussed, such contained air
and the rest of the cumulative flow will not be rapidly
expelled from the annular space 61 and, therefore, will
not damage to the inductor 40 in the manner of the high
velocity secondary flow 48 described above.
[0028] The provision of the step 60 on the end fitting
30’’ will typically provide for better containment of the air
and the rest of the cumulative flow that were present in
the gap 36 before the commencement of the magnetic
pulse welding operation than the first and second em-
bodiments of the end fitting 30 and 30’ described above.
However, because the end portion 21 of the driveshaft
tube 20 initially abuts the radially outwardly facing surface
60a of the step 60 on the third embodiment of the end
fitting 30" during the magnetic pulse welding operation
(instead of being free to move radially inwardly as with
the first and second embodiments of the end fitting 30
and 30’ described above), it will be appreciated that the
provision of this step 60 may require the use of additional
electrical energy to insure that the interior portion of the
inner surface of the driveshaft tube 20 abuts the outer
surface of the modified end fitting 30" at a sufficient ve-
locity as to complete the magnetic pulse welding opera-
tion.
[0029] To minimize the amount of additional electrical
energy to perform the magnetic pulse welding operation,
a groove (shown in phantom at 62 in Figs. 8 and 9) can
be formed in the step 60 on the third embodiment of the
end fitting 30". The groove 62 can extend continuously
about the circumference of the end fitting 30" or only par-
tially thereabout. Furthermore, the groove 62 can be em-
bodied as a plurality of discontinuous recesses formed
about the circumference of the end fitting 30". The pur-
pose of the groove 62 is to mechanically weaken the step
60, thereby allowing the step 60 to be more easily de-
formed when the magnetic pulse welding operation is
performed. Such deformation will minimize the amount
of additional electrical energy to perform the magnetic
pulse welding operation, while still providing the step 60

for better containment of the air and cumulative flow in
the annular space 61.
[0030] Fig. 10 is an enlarged sectional elevational view
similar to Fig. 3 showing a further embodiment of the end
fitting , indicated generally at 30"’, that can be used in
the method of this invention. The embodiment of the end
fitting 30"’ is generally similar to the first embodiment of
the end fitting 30 described above, and like reference
numbers are used to illustrate similar structures therein.
However, the neck portion 34 of the modified end fitting
30’’’ has a modified step 70 formed in the outer surface
thereof. The modified step 70 has a generally radially
outwardly facing surface 70a that is tapered slightly to
facilitate the installation of the end portion 21 of the drive-
shaft tube 20 thereover, similar to the generally radially
outwardly facing surface 60a described above. The mod-
ified step 70 also has a generally axially facing surface
70b that is angled somewhat concavely relative to an
axis of rotation defined by the driveshaft tube 20 and the
end fitting 30"’. For example, the generally axially facing
surface 70b can be tapered at an angle in the range of
from about thirty degrees to about sixty degrees relative
to the axis of rotation defined by the driveshaft tube 20
and the modified end fitting 30"’. In the illustrated embod-
iment, the modified step 70 is annular in shape, extending
about the entire outer surface of the neck portion 34 of
the modified end fitting 30"’. However, the modified step
70 need not extend about the entire outer surface of the
neck portion 34, but rather may extend about only a por-
tion thereof.
[0031] Fig. 11 illustrates the driveshaft tube 20 and the
modified end fitting 30’" after the inductor 40 has been
energized in the manner described above to perform a
magnetic pulse welding operation in accordance with the
method of this invention so as to reduce or eliminate the
generation of the high velocity secondary flow 48. As
shown therein, the end surface 22 of the driveshaft tube
20 has been collapsed into engagement with the modified
step 70 of the end fitting 30"’, while the remainder of the
end portion 21 of the driveshaft tube 20 has been col-
lapsed into engagement with the outer surface of the neck
portion 34 as described above. During this operation, the
modified step 70 may be somewhat deformed, as shown
in Fig. 11. As a result, the air that was present in the gap
36 before the commencement of the magnetic pulse
welding operation and the rest of the cumulative flow are
captured, either partially or completely, in an annular
space 71 defined between the inner surface of the end
portion 21 of the driveshaft tube 20, the modified step
70, and the outer surface of the neck portion 34 of the
modified end fitting 30’’’. As previously discussed, such
contained air and cumulative flow will not be rapidly ex-
pelled from the annular space 71 and, therefore, will not
damage the inductor 40 in the manner of the high velocity
secondary flow 48 described above.
[0032] Because of the concave shape of the modified
step 70, the provision of a groove in the modified step 70
(such as the groove 62 in the step 60 described above
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and shown in Figs. 8 and 9) may not be necessary or
desirable. However, such a groove may be provided in
the modified step 70 if desired.
[0033] Fig. 12 is an enlarged sectional elevational view
similar to Fig. 3 showing an embodiment of the end fitting
according to the invention, indicated generally at 30"",
that can be used in the method of this invention. This
embodiment of the end fitting 30’’’’ is generally similar to
the first embodiment of the end fitting 30 described
above, and like reference numbers are used to illustrate
similar structures therein. In this embodiment, however,
the end portion 21 of the driveshaft tube 20 does not abut
the annular shoulder 34d that is defined between the neck
portion 34 and the body portion 31 of the end fitting 30,
but rather extends axially beyond such annular shoulder
34d. To facilitate this, the outer surface of the driveshaft
tube 20 may have a generally radially outwardly facing
surface 80 that is tapered slightly to facilitate the instal-
lation of the end portion 21 of the driveshaft tube 20 ther-
eover. The generally radially outwardly facing surface 80
can be tapered at an angle in the range of from about
five degrees to about nine degrees relative to the inner
circumferential surface of the end portion 21 of the drive-
shaft tube 20, for example.
[0034] Fig. 13 illustrates the driveshaft tube 20 and the
modified end fitting 30"" after the inductor 40 has been
energized in the manner described above to perform a
magnetic pulse welding operation in accordance with the
method of this invention so as to reduce or eliminate the
generation of the high velocity secondary flow 48 shown
in Fig. 4. As shown therein, the end portion 21 of the
driveshaft tube 20 has been collapsed into engagement
with the tapered outer surface 34a of the neck portion 34
as described above. During this operation, the annular
shoulder 34d may be somewhat deformed, as shown in
Fig. 13. As a result, the air that was present in the gap
36 before the commencement of the magnetic pulse
welding operation and the rest of the cumulative flow are
captured, either partially or completely, in an annular
space 81 defined between the inner surface of the end
portion 21 of the driveshaft tube 20, the annular shoulder
34d, and the outer surface of the neck portion 34 of the
modified end fitting 30’’’’. As previously discussed, such
contained air and the rest of the cumulative flow will not
be rapidly expelled from the annular space 81 and, there-
fore, will not damage to the inductor 40 in the manner of
the high velocity secondary flow 48 described above.
[0035] In accordance with the provisions of the patent
statutes, the principle and mode of operation of this in-
vention have been explained and illustrated in its pre-
ferred embodiment. However, it must be understood that
this invention may be practiced otherwise than as spe-
cifically explained and illustrated without departing from
the scope of the claims.

Claims

1. A method of performing a magnetic pulse welding
operation to secure first and second metallic com-
ponents together, the first component being a drive-
shaft tube (20) and the second component being a
yoke (30""), the method comprising the steps of:

(a) providing the first metallic component (20),
the first component having an end portion (21)
with an end surface (22);
(b) providing the second metallic component
(30" "), the second component having a gener-
ally radially outwardly facing surface (80), a neck
portion (34), and an annular shoulder (34d) be-
tween the radially outwardly facing surface (80)
and the neck portion (34);
(c) disposing ends of the first and second me-
tallic components (20, 30"") in an axially over-
lapping manner so as to define an annular space
(36) therebetween that contains air or other mat-
ter;
(d) disposing an inductor (40) in an axially over-
lapping manner relative to the axially overlap-
ping ends of the first and second metallic com-
ponents (20, 30""); and
(e) energizing the inductor (40) to perform a
magnetic pulse welding operation to secure the
first and second metallic components (20, 30"")
together, characterised in that the radially out-
wardly facing surface (80) is tapered slightly to
facilitate the installation of the end portion (21)
of the driveshaft tube (20) thereover, and in that
the end surface (22) of the first metallic compo-
nent (20) extends axially beyond the annular
shoulder (34d) of the second metallic compo-
nent (30"") while the remainder of the end por-
tion (21) is collapsed into engagement with an
outer surface of the neck portion (34) of the sec-
ond metallic component (30"") to reduce the
spray of air or other matter from the annular
space (81) toward the inductor (40) during the
magnetic pulse welding operation.

2. The method defined in Claim I wherein said step (a)
is performed by providing the neck portion (34) of,
second metallic component (30"") with a tapered sur-
face (34a), and wherein said step (c) is performed
by disposing the end (21) of the first metallic com-
ponent (20) in an axially overlapping manner with
the tapered surface.

3. The method defined in Claim 1 wherein said step (c)
is performed by disposing the ends of the first and
second metallic components (20, 30"") in a co-axially
overlapping manner.

4. The method defined in Claim 1 wherein said step (d)
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is performed by disposing the inductor (40) in a co-
axially overlapping manner relative to the axially
overlapping ends of the first and second metallic
components (20, 30"").

5. The method defined in Claim 1 wherein said step (c)
is performed by disposing the ends of the first and
second metallic components (20, 30"") in a co-axially
overlapping manner, and wherein said step (d) is
performed by disposing the inductor (40) in a co-
axially overlapping manner relative to the co-axially
overlapping ends of the first and second metallic
components (20, 30"").

Patentansprüche

1. Verfahren zum Durchführen eines Magnetimpuls-
Schweißvorganges, um erste und zweite metalli-
sche Komponenten zu verbinden, wobei die erste
Komponente ein Antriebswellenrohr (20) und die
zweite Komponente ein Joch (30"") ist, welches Ver-
fahren die folgenden Schritte aufweist:

(a) Vorsehen der ersten metallischen Kompo-
nente (20), welche einen Endabschnitt (21) mit
einer Endfläche (22) hat;
(b) Vorsehen einer zweiten metallischen Kom-
ponente (30""), welche eine im allgemeinen ra-
dial nach außen weisende Fläche (80), einen
Halsabschnitt (34) und eine ringförmige Schul-
ter (34d) zwischen der radial nach außen wei-
senden Fläche (80) und dem Halsabschnitt (34)
hat;
(c) Anordnen der Enden der ersten und der zwei-
ten metallischen Komponenten (20, 30"") auf ei-
ne axial überlappende Weise derart, dass ein
ringförmiger Zwischenraum (36) zwischen den-
selben gebildet wird, welcher Luft oder andere
Stoffe enthält;
(d) Anordnen eines Induktors (40) auf eine axial
überlappende Weise relativ zu den axial über-
lappenden Enden der ersten und der zweiten
metallischen Komponenten (20, 30"") und
(e) Erregen des Induktors (40), um einen Ma-
gnetimpuls-Schweißvorgang auszuführen und
die ersten und die zweiten metallischen Kom-
ponenten (20, 30"") miteinander zu verbinden,
dadurch gekennzeichnet, dass die radial
nach außen weisende Fläche (80) geringfügig
konisch ausgebildet ist, um den Einbau des End-
abschnitts (21) des Antriebswellenrohres (20)
über derselben zu erleichtern, und dass die End-
fläche (22) der ersten metallischen Komponente
(20), die sich axial über die ringförmige Schulter
(34d) der zweiten metallischen Komponente
(30"") hinaus erstreckt, während der restliche
Teil des metallischen Endabschnitts (21) in Ein-

griff mit einer äußeren Fläche des Halsab-
schnitts (34) der zweiten metallischen Kompo-
nente (30"") zusammengefaltet wird, um den
Luftstrahl oder einen anderen Strahl ausgehend
von dem Ringraum (81) in Richtung zu dem In-
duktor (40) während des Magnetimpuls-
Schweißvorganges zu reduzieren.

2. Verfahren nach Anspruch 1, bei dem der Schritt (a)
dadurch ausgeführt wird, dass der Halsabschnitt
(34) der zweiten metallischen Komponente (30"") mit
einer konischen Fläche (34a) versehen wird, und
dass der Schritt (c) dadurch ausgeführt wird, dass
das Ende (21) der ersten metallischen Komponente
(20) in axial überlappender Anordnung der koni-
schen Fläche angeordnet wird.

3. Verfahren nach Anspruch 1, bei dem der Schritt (c)
dadurch ausgeführt wird, dass die Enden der ersten
und der zweiten metallischen Komponente (20, 30"")
auf eine koaxial überlappende Weise angeordnet
werden.

4. Verfahren nach Anspruch 1, bei dem der Schritt (d)
dadurch ausgeführt wird, dass der Induktor (40) auf
eine koaxial überlappende Weise relativ zu den axial
überlappenden Enden der ersten und der zweiten
metallischen Komponenten (20, 30"") angeordnet
wird.

5. Verfahren nach Anspruch 1, bei dem der Schritt (c)
dadurch ausgeführt wird, dass die Enden der ersten
und der zweiten metallischen Komponenten (20,
30"") auf eine koaxial überlappende Weise angeord-
net werden, und dass der Schritt (d) dadurch aus-
geführt wird, dass der Induktor (40) auf eine koaxial
überlappende Weise relativ zu den koaxial überlap-
penden Enden der ersten und der zweiten metalli-
schen Komponenten (20, 30"") angeordnet wird.

Revendications

1. Procédé d’exécution d’une opération de soudage
par impulsions magnétiques pour assembler des
premier et second composants métalliques, le pre-
mier composant étant un tube d’arbre de transmis-
sion (20), et le second composant étant une culasse
(30""), le procédé comprenant les étapes de:

(a) réaliser un premier composant métallique
(20), le premier composant ayant une portion
d’extrémité (21) avec une surface d’extrémité
(22);
(b) réaliser le second composant métallique
(30""), le second composant ayant une surface
(80) orientée généralement radialement vers
l’extérieur, une portion de col (34) et un épaule-
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ment annulaire (34d) entre la surface orientée
radialement vers l’extérieur (80) et la portion de
col (34);
(c) disposer les extrémités des premier et se-
cond composants métalliques (20, 30"") d’une
manière pour qu’elles se chevauchent axiale-
ment afin de définir un espace annulaire (36)
entre elles qui contient de l’air ou une autre ma-
tière;
(d) disposer une bobine d’induction (40) selon
un chevauchement axial relativement aux extré-
mités se chevauchant axialement des premier
et second composants métalliques (20, 30"") ; et
(e) exciter la bobine d’induction (40) pour exé-
cuter une opération de soudage par impulsions
magnétiques pour assembler les premier et se-
cond composants métalliques (20, 30""), carac-
térisé en ce que la surface orientée radiale-
ment vers l’extérieur (80) est légèrement dimi-
nuée pour faciliter l’installation de la portion d’ex-
trémité (21) du tube de l’arbre de transmission
(20) sur celle-ci, et en ce que la surface d’ex-
trémité (22) du premier composant métallique
(20) s’étend axialement au-delà de l’épaulement
annulaire (34d) du second composant métalli-
que (30"") pendant que le reste de la portion
d’extrémité (21) est affaissé en prise avec une
surface extérieure de la portion de col (34) du
second composant métallique (30"") pour rédui-
re le jet d’air ou autre matière de l’espace annu-
laire (81) vers la bobine d’inductance (40) durant
l’opération de soudage par impulsions magné-
tiques.

2. Procédé selon la revendication 1, où ladite étape (a)
est exécutée en réalisant la portion de col (34) du
second composant métallique (30"") avec une sur-
face conique (34a), et où ladite étape (c) est exécu-
tée en disposant l’extrémité (21) du premier compo-
sant métallique (20) selon un chevauchement axial
avec la surface conique.

3. Procédé selon la revendication 1, où ladite étape (c)
est exécutée en disposant les extrémités des pre-
mier et second composants métalliques (20, 30"")
d’une manière pour qu’elles se chevauchent coaxia-
lement.

4. Procédé selon la revendication 1, dans lequel ladite
étape (d) est exécutée en disposant la bobine d’in-
ductance (40) selon une manière de chevauchement
coaxiale relativement aux extrémités se chevau-
chant axialement des premier et second compo-
sants métalliques (20, 30"").

5. Procédé selon la revendication 1, dans lequel ladite
étape (c) est exécutée en disposant les extrémités
des premier et second composants métalliques (20,

30"") selon une manière de chevauchement coaxia-
le, et où ladite étape (d) est exécutée en disposant
la bobine d’induction (40) selon une manière de che-
vauchement coaxial relativement aux extrémités se
chevauchant coaxialement des premier et second
composants métalliques (20, 30"").
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