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Description

TECHNICAL FIELD

[0001] Aspects of the present invention relate to a man-
ufacturing method of a spark plug.

BACKGROUND

[0002] In general, a spark plug includes a center elec-
trode, an insulator, a metal shell, and a ground electrode.
The metal shell of the spark plug has a tubular shape
having an end surface and an inner peripheral surface.
The end surface of the metal shell is connected to the
ground electrode. A gap for preventing spark leak (lateral
spark) is formed between the inner peripheral surface of
the metal shell and the insulator holding the center elec-
trode. Spark leak is a phenomenon in which spark dis-
charge is generated at a portion different from a spark
gap between the center electrode and the ground elec-
trode.
[0003] JP-A-2003-223968 and JP-A-2011-175985
disclose techniques in which the end surface and the
inner peripheral surface are formed to the metal shell and
then the ground electrode is welded to the end surface
of the metal shell. When the ground electrode is welded
to the end surface of the metal shell, welding sag may
protrude to the inside of the metal shell and such welding
sag becomes a cause of the spark leak. Furthermore,
JP-A-2003-223968 discloses the preamble of claim 1 and
a technique in which the ground electrode is welded to
the end surface of the metal shell and then the welding
sag protruding to the inside of the metal shell is removed
by a shearing process or a cutting process.
[0004] In the techniques disclosed in JP-A-
2003-223968 and JP-A-2011-175985, there is a problem
that it is difficult to sufficiently further reduce a protrusion
amount of the welding sag on the inside of the metal shell
from the viewpoint of ensuring a bonding strength of
bonding the ground electrode to the metal shell and pre-
venting damage with respect to the inner peripheral sur-
face of the metal shell. Particularly, when a size of the
spark plug is reduced, since an influence of the welding
sag to the spark leak becomes noticeable, it is necessary
to further reduce the protrusion amount of the welding
sag.

SUMMARY

[0005] Aspects of the invention is provided to solve the
above problem and can be realized as follows:

(1) According to an aspect of the invention, there is
provided a manufacturing method of a spark plug for
manufacturing the spark plug including a rod-shaped
center electrode extending in an axial direction, an
insulator having a tubular shape having an axial hole
and holding the center electrode in the axial hole, a

metal shell having a tubular shape having an end
surface and an inner peripheral surface, a gap being
formed between a leading end side of the insulator
and the inner peripheral surface, and a ground elec-
trode welded to the end surface, the manufacturing
method including: welding the ground electrode to
the end surface; and removing welding sag, which
is formed inside the metal shell by the welding, by
causing a tip end portion of a linear member to come
into contact with the welding sag while rotating a tool
in which a base end portion of the linear member is
fixed.
Accordingly, since the welding sag is grinded by the
tip end portion of the linear member bent to the out-
side by a centrifugal force due to the rotation, it is
possible to effectively remove the welding sag pro-
truding to the inside of the metal shell.
(2) In the above manufacturing method of the spark
plug, the linear member may be formed by linearly
bonding ceramic fibers together, the tool may be a
tool in which base end portions of a plurality of the
linear members are fixed, and the welding sag may
be removed by causing the tip end portions of the
plurality of linear members to come into contact with
the welding sag while rotating the tool.
Accordingly, since the welding sag is grinded by the
plurality of linear members, it is possible to further
effectively remove the welding sag protruding to the
inside of the metal shell.
(3) In the above manufacturing method of the spark
plug, the removing may include providing a jig having
a through hole at the end surface side of the metal
shell, and causing the tip end portion of the linear
member to contact with the welding sag by moving
the tool in the axial direction while rotating the tool
inside the through hole.
Accordingly, it is possible to smoothly move the tool
in the axial direction. Thus, it is possible to improve
workability during the removing of the welding sag.
(4) In the above manufacturing method of the spark
plug, a relationship between an inner diameter D1
of the inner peripheral surface of the metal shell and
an inner diameter D2 of the through hole of the jig
may satisfy D1 < D2.
Accordingly, it is possible to sufficiently remove the
welding sag protruding to the inside of the metal
shell.
(5) In the above manufacturing method of the spark
plug, the relationship between the inner diameter D1
and the inner diameter D2 may satisfy D1 + 0.1 mm
≤ D2 ≤ D1 + 0.3 mm.
Accordingly, it is possible to prevent damage to the
tool while sufficiently removing the welding sag pro-
truding to the inside of the metal shell.
(6) In the above manufacturing method of the spark
plug, the removing may include inserting the linear
member into the inner peripheral surface from an
opposite side of the end surface of the metal shell,
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and causing the tip end portion of the linear member
to contact with the welding sag while rotating the tool,
in a state where the linear member is inserted into
the inner peripheral surface from the opposite side.
Accordingly, it is possible to smoothly move the tool
in the axial direction without providing the jig on the
end surface side of the metal shell. Thus, it is pos-
sible to improve workability during the removing of
the welding sag.
(7) In the above manufacturing method of the spark
plug, the metal shell may have a shelf portion that is
positioned on the opposite side further than the inner
peripheral surface, the inner diameter of the shelf
portion of the metal shell may be smaller than the
inner diameter of the inner peripheral surface of the
metal shell, and the removing may further include
causing the tip end portion of the linear member to
contact with the shelf portion by moving the tip end
portion from the inner peripheral surface to the op-
posite side while rotating the tool, after the welding
sag is removed.
Accordingly, it is possible to process the shelf portion
of the metal shell together with taking out work of the
tool from the metal shell after the welding sag is re-
moved.
(8) In the above manufacturing method of the spark
plug, the welding sag may be removed until a height
of the welding sag becomes 0.05 mm or less along
a direction from the inner peripheral surface toward
the inside of the metal shell and perpendicular to the
inner peripheral surface.
Accordingly, it is possible to manufacture the spark
plug that is capable of sufficiently suppressing gen-
eration of the spark leak caused by the welding sag.
(9) The above manufacturing method of the spark
plug may further include forming a male screw hav-
ing a nominal diameter of M10 or less on an outer
periphery of the metal shell.
Accordingly, it is possible to effectively remove the
welding sag protruding to the inside of the metal shell
in the spark plug having a nominal diameter of M 10
or less.
(10) In the above manufacturing method of the spark
plug, the tip end portion of the linear member may
be a free end that is not fixed.

[0006] The invention can be realized by various forms
other than the spark plug and the manufacturing method
of the spark plug. For example, the invention can be re-
alized in a form of a metal shell to which a ground elec-
trode is welded, an internal combustion engine including
a spark plug, and a manufacturing apparatus of a spark
plug.

BRIEF DESCRIPTION OF DRAWINGS

[0007]

Fig. 1 is an explanatory view illustrating a cross sec-
tion of a portion of a spark plug;
Fig. 2 is an enlarged explanatory view illustrating a
leading end side of the spark plug;
Fig. 3 is a further enlarged explanatory view illustrat-
ing a cross section of a portion in which a ground
electrode is welded to a metal shell;
Fig. 4 is a process chart illustrating a manufacturing
method of the spark plug;
Fig. 5 is an explanatory view illustrating a cross sec-
tion of a portion of the metal shell to which the ground
electrode is welded;
Fig. 6 is an explanatory view illustrating a state of
performing a removing process;
Fig. 7 is an explanatory view illustrating a configura-
tion of a tool;
Fig. 8 is an explanatory view illustrating a detailed
configuration of a jig;
Fig. 9 is a graph illustrating a result of a test in which
an inner diameter of the metal shell and an inner
diameter of the jig are evaluated;
Fig. 10 is an explanatory view illustrating a cross
section of a portion of a metal shell to which a ground
electrode is welded in a first modification example;
and
Fig. 11 is a process chart illustrating a manufacturing
method of a spark plug in a second modification ex-
ample.

DETAILED DESCRIPTION

A. Embodiment

A1. Configuration of Spark Plug

[0008] Fig. 1 is an explanatory view illustrating a cross
section of a portion of a spark plug 10. Fig. 1 illustrates
an external shape of a spark plug 10 on a right side of
the sheet and a cross section shape of the spark plug 10
on a left side of the sheet. An axial line CA1, which is an
axis of the spark plug 10, serves as a boundary between
the left side of the sheet and the right side of the sheet.
In the description of the embodiment, a lower side of the
sheet of Fig. 1 is referred to as a "leading end side" and
an upper side of the sheet of Fig. 1 is referred to as a
"rear end side" of the spark plug 10.
[0009] The spark plug 10 includes a center electrode
100, an insulator 200, the metal shell 300, and a ground
electrode 400. The axial line CA1 of the spark plug 10 is
also an axis of each of the center electrode 100, the in-
sulator 200, and the metal shell 300.
[0010] The spark plug 10 has a gap SG formed be-
tween the center electrode 100 and the ground electrode
400 oat the leading end side thereof. The gap SG of the
spark plug 10 is also referred to as a spark gap. The
spark plug 10 is configured to be mountable to an internal
combustion engine 90 in a state where the leading end
side, to which the gap SG is formed, protrudes from an
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inner wall 910 of a combustion chamber 920. If a high
voltage of 20000 volts to 30000 volts is applied to the
center electrode 100 in a state where the spark plug 10
is mounted on the internal combustion engine 90, spark
discharge is generated at the gap SG. The spark dis-
charge generated at the gap SG realizes ignition to mixed
air in the combustion chamber 920.
[0011] Fig. 1 illustrates XYZ axes which are perpen-
dicular to each other. The XYZ axes of Fig. 1 correspond
to XYZ axes in other views described hereinafter. An X
axis among the XYZ axes of Fig. 1 is an axis perpendic-
ular to a Y axis and a Z axis. Among an X axis direction
along the X axis, a +X axis direction is a direction from
a back of the sheet to a front of the sheet of Fig. 1 and a
-X axis direction is an opposite direction with respect to
the +X axis direction. The Y axis among the XYZ axes
of Fig. 1 is an axis perpendicular to the X axis and the Z
axis. Among a Y axis direction along the Y axis, a +Y
axis direction is a direction from a right of the sheet to a
left of the sheet of Fig. 1 and a -Y axis direction is an
opposite direction with respect to the +Y axis direction.
The Z axis among the XYZ axes of Fig. 1 is an axis per-
pendicular to the X axis and the Y axis. Among the Z axis
direction (axial direction) along the Z axis, a +Z axis di-
rection is a direction from the rear end side to the leading
end side of the spark plug 10 and a -Z axis direction is
an opposite direction with respect to the +Z axis direction.
[0012] The center electrode 100 of the spark plug 10
is an electrode having electrical conductivity. The center
electrode 100 has a rod shape extending about the axial
line CA1. In the embodiment, a material of the center
electrode 100 is formed of nickel alloy of which a main
component is nickel (Ni) (for example, INCONEL 600
("INCONEL" is a registered trade mark)). An external sur-
face of the center electrode 100 is electrically insulated
from outside by the insulator 200. The leading end of the
center electrode 100 protrudes from the leading end side
of the insulator 200. The rear end of the center electrode
100 is electrically connected to the rear end of the insu-
lator 200. In the embodiment, the rear end of the center
electrode 100 is electrically connected to the rear end of
the insulator 200 through a seal body 160, a ceramic
resistance 170, a seal body 180, and a terminal shell 190.
[0013] The ground electrode 400 of the spark plug 10
is an electrode having electrical conductivity. The ground
electrode 400 has a shape that extends from the metal
shell 300 in the +Z axis direction and then bends toward
the axial line CA1. A rear end side of the ground electrode
400 is welded to the metal shell 300. A leading end side
of the ground electrode 400 forms the gap SG between
itself and the center electrode 100. In the embodiment,
similar to the center electrode 100, a material of the
ground electrode 400 is formed of nickel alloy of which
a main component is nickel (Ni).
[0014] The insulator 200 of the spark plug 10 is an in-
sulator having electrical insulation property. The insulator
200 has a tubular shape extending along the axial line
CA1. In the embodiment, the insulator 200 is manufac-

tured by firing an insulation ceramic material (for exam-
ple, alumina).
[0015] The insulator 200 has an axial hole 290 that is
a through hole extending about the axial line CA1. The
center electrode 100 is held on the axial line CA1 in the
axial hole 290 of the insulator 200 in a state of protruding
from the leading end side of the insulator 200. A first
tubular portion 210, a second tubular portion 220, a third
tubular portion 250, and a fourth tubular portion 270 are
formed on the outside of the insulator 200 in this order
from the leading end side to the rear end side.
[0016] The first tubular portion 210 of the insulator 200
is a cylindrical portion tapered toward the leading end
side and a leading end of the first tubular portion 210
protrudes from the leading end side of the metal shell
300. The second tubular portion 220 of the insulator 200
is a cylindrical portion having a diameter greater than that
of the first tubular portion 210. The third tubular portion
250 of the insulator 200 is a cylindrical portion extending
in an outer peripheral direction further than the second
tubular portion 220 and the fourth tubular portion 270.
The fourth tubular portion 270 of the insulator 200 is a
cylindrical portion form to a rear side of the third tubular
portion 250 and a rear end of the fourth tubular portion
270 protrudes from the rear end of the metal shell 300.
[0017] The metal shell 300 of the spark plug 10 is a
metallic body having electrical conductivity. The metal
shell 300 has a tubular shape extending about the axial
line CA1. In the embodiment, a material of the metal shell
300 is carbon steel and nickel-plating is applied to a sur-
face of the metal shell 300. In another embodiment, zinc-
plating may be applied to the surface of the metal shell
300 or plating may not be applied to the surface of the
metal shell 300.
[0018] The metal shell 300 is fixed to an outer surface
of the insulator 200 by crimping in a state of being insu-
lated from the center electrode 100. An end surface 310,
a screw portion 320, a body portion 340, a groove portion
350, a tool engagement portion 360, and a crimping cover
380 are formed on the outside of the metal shell 300 in
this order from the leading end side to the rear end side.
[0019] The end surface 310 of the metal shell 300 is a
surface configuring the leading end of the metal shell
300. In the embodiment, the end surface 310 is a plane
along the X axis and the Y axis, and is a plane facing the
+Z axis direction. In the embodiment, the end surface
310 is a hollow disk-shaped plane. The ground electrode
400 is welded to the end surface 310. The insulator 200
protrudes in the +Z axis direction together with the center
electrode 100 from a center of the end surface 310. In
another embodiment, the end surface 310 may be a sur-
face inclined to the inside of the metal shell 300 or may
be a surface inclined to the outside the metal shell 300.
In another embodiment, the end surface 310 may be a
curved surface or a plurality of surfaces configuring
steps.
[0020] The screw portion 320 of the metal shell 300 is
a cylindrical portion where screw threads are formed on
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an outer surface thereof. In the embodiment, the spark
plug 10 is configured to be mountable on the internal
combustion engine 90 by engaging the screw portion 320
of the metal shell 300 with a screw hole 930 of the internal
combustion engine 90. In the embodiment, a nominal
diameter of the screw portion 320 is M10. In another em-
bodiment, the nominal diameter of the screw portion 320
may be smaller than M10 (for example, M8) or may be
greater than M10 (for example, M12, M14).
[0021] The body portion 340 of the metal shell 300 is
a flange-shaped portion extending in an outer peripheral
direction further than the groove portion 350. If the spark
plug 10 is mounted on the internal combustion engine
90, a gasket 500 is compressed between the body portion
340 and the internal combustion engine 90.
[0022] The groove portion 350 of the metal shell 300
is a cylindrical portion expanding in the outer peripheral
direction when the metal shell 300 is fixed to the insulator
200 by crimping. The groove portion 350 is positioned
between the body portion 340 and the tool engagement
portion 360.
[0023] The tool engagement portion 360 of the metal
shell 300 is a flange-shaped portion extending in a po-
lygonal shape in the outer peripheral direction further
than the groove portion 350. The tool engagement por-
tion 360 has a shape capable of engaging with a tool (not
illustrated) for mounting the spark plug 10 on the internal
combustion engine 90. In the embodiment, an external
shape of the tool engagement portion 360 is a hexagonal
shape.
[0024] The crimping cover 380 of the metal shell 300
is a portion in which the rear end side of the metal shell
300 is bent toward the insulator 200. The crimping cover
380 is formed when the metal shell 300 is fixed to the
insulator 200 by crimping.
[0025] A ring member 610 and a ring member 620 are
respectively disposed at the rear end side and the leading
end side between the insulator 200 and the inside of the
tool engagement portion 360 and the crimping cover 380
of the metal shell 300. A portion between the ring member
610 and the ring member 620 is filled with powder 650
having electrical insulation property.
[0026] The insulator 200 is held on the inside of the
metal shell 300 in a state of protruding from the leading
end side of the metal shell 300. An inner peripheral sur-
face 392, a shelf portion 394, and an inner peripheral
surface 396 are formed on the inside of the metal shell
300 in this order from the leading end side to the rear
end side.
[0027] The inner peripheral surface 392 of the metal
shell 300 is a portion positioned on the leading end side
further than the shelf portion 394 on the inside of the
metal shell 300. The shelf portion 394 of the metal shell
300 is an annular portion erected towards the inside fur-
ther than the inner peripheral surface 392 and the inner
peripheral surface 396. The inner peripheral surface 396
of the metal shell 300 is a portion positioned on the rear
end side further than the shelf portion 394 on the inside

of the metal shell 300.
[0028] Fig. 2 is an enlarged explanatory view illustrat-
ing the leading end side of the spark plug 10. Fig. 3 is a
further enlarged explanatory view illustrating a cross sec-
tion of a portion in which the ground electrode 400 is
welded to the metal shell 300.
[0029] In the embodiment, a chamfered portion 312 is
formed on an outer peripheral side of the end surface
310. In the embodiment, the chamfered portion 312 is an
angular surface. In another embodiment, the chamfered
portion 312 may be a round surface. In another embod-
iment, the chamfered portion 312 may not be formed.
[0030] In the embodiment, a chamfered portion 319 is
formed on an inner peripheral side of the end surface
310. In the embodiment, the chamfered portion 319 is an
angular surface. In another embodiment, the chamfered
portion 319 may be a round surface. In another embod-
iment, the chamfered portion 319 may not be formed.
[0031] A gap IG is formed between the inner peripheral
surface 392 of the metal shell 300 and the first tubular
portion 210 of the insulator 200. The gap IG prevents
generation of the spark leak (lateral spark) causing gen-
eration of the spark discharge on the inner peripheral
surface 392.
[0032] Welding sag 700, which is formed when welding
the ground electrode 400 to the end surface 310, exists
on the periphery of the ground electrode 400 that is weld-
ed to the end surface 310 of the metal shell 300. Among
the welding sag 700 formed when welding the ground
electrode 400, at least a portion which is positioned on
the inside of the metal shell 300 in a radial direction is
removed. In the embodiment, the welding sag 700 does
not remain on the inner peripheral surface 392 of the
metal shell 300. In another embodiment, the welding sag
700 may not be completely removed from the inner pe-
ripheral surface 392 and may remain on the inner periph-
eral surface 392. In the embodiment, the welding sag
700 does not remain on the inner peripheral surface 392
and the chamfered portion 319. In another embodiment,
the welding sag 700 may not be completely removed
from the chamfered portion 319 and may remain on the
chamfered portion 319.
[0033] The welding sag 700 has a cross section 740
exposed to the inside of the metal shell 300 in the radial
direction. The cross section 740 is formed when remov-
ing the welding sag 700 from the inner peripheral surface
392 after the ground electrode 400 is welded to the end
surface 310. In the embodiment, the cross section 740
is a surface along the Z axis. The cross section 740 is a
cross section connected to the surface of the metal shell
300, and in the embodiment, is connected to the cham-
fered portion 319. In another embodiment, if the cham-
fered portion 319 is not formed, the cross section 740
may be a cross section connected to the inner peripheral
surface 392.
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A2. Manufacturing Method of Spark Plug

[0034] Fig. 4 is a process chart illustrating a manufac-
turing method of the spark plug 10. When manufacturing
the spark plug 10A, the manufacturer of the spark plug
10 manufactures a metal shell 300P which is to be man-
ufactured into the metal shell 300 (process P132). In the
embodiment, the manufacturer manufactures the metal
shell 300P by a pressing process and a cutting process.
The metal shell 300P has a tubular shape to which at
least the end surface 310 and the inner peripheral surface
392 are formed. In the embodiment, the screw portion
320 is not formed to the metal shell 300P. In the embod-
iment, the chamfered portion 312 and the chamfered por-
tion 319 are formed to the metal shell 300P.
[0035] After the metal shell 300P is manufactured
(process P132), the manufacturer performs a welding
process (process P134). The welding process (process
P134) is a process of welding a ground electrode 400P,
which is to be manufactured into the ground electrode
400, to the end surface 310 of the metal shell 300P. In
the embodiment, in the welding process (process P134),
the ground electrode 400P has a shape that is extended
straight without being bent.
[0036] Fig. 5 is an explanatory view illustrating a cross
section of a portion of the metal shell 300P to which the
ground electrode 400P is welded. The cross section of
the portion of Fig. 5 illustrates a portion corresponding
to the cross section of the portion of Fig. 3. In the em-
bodiment, in the welding process (process P134), the
manufacturer bonds the end surface 310 to the ground
electrode 400P by resistance welding while pressing the
ground electrode 400P against the end surface 310, in
a state where the metal shell 300P is fixed such that the
end surface 310 is directed upward in the vertical direc-
tion. The welding sag 700 is formed in the periphery of
the ground electrode 400 on the end surface 310 by the
welding process (process P134). In the welding process
(process P134), the welding sag 700 is formed from the
end surface 310 to the inner peripheral surface 392.
[0037] Returning to the description of Fig. 4, after the
welding process (process P134) is performed, the man-
ufacturer performs a preliminary removing process (proc-
ess P135). The preliminary removing process (process
P135) is a process of removing the welding sag 700 from
the inside of the metal shell 300P by a shearing process
(punching process). In the embodiment, in the prelimi-
nary removing process (process P135), the manufactur-
er removes the welding sag 700 from the inside of the
metal shell 300P along a chain line CLA (see Fig. 5) po-
sitioned on the inside further than the inner peripheral
surface 392. In another embodiment, in the preliminary
removing process (process P135), the manufacturer may
remove the welding sag 700 from the inside of the metal
shell 300P by a cutting process (for example, a milling
process, a drilling process, and the like) in addition to the
shearing process or instead of the shearing process.
[0038] After the preliminary removing process (proc-

ess P135) is performed, the manufacturer performs a
removing process (process P136). The removing proc-
ess (process P136) is a process of removing the welding
sag 700 from the inside of the metal shell 300P by grind-
ing.
[0039] In the embodiment, in the removing process
(process P136), the manufacturer removes the welding
sag 700 from the inside of the metal shell 300P along a
chain line CLB (see Fig. 5) closer to the inner peripheral
surface 392 than the chain line CLA. In the embodiment,
the chain line CLB has a shape along the chamfered
portion 319 and the inner peripheral surface 392.
[0040] A height Hm of Fig. 5 is a height of the welding
sag 700 along a direction from the inner peripheral sur-
face 392 of the metal shell 300P toward the inside of the
metal shell 300P and perpendicular to the inner periph-
eral surface 392. In other words, the height Hm is a pro-
trusion amount of the welding sag 700 protruding to the
inside of the metal shell 300P. In the embodiment, in the
removing process (process P136), the manufacturer re-
moves the welding sag 700 until the height Hm becomes
0.05 mm or less.
[0041] Fig. 6 is an explanatory view illustrating a state
of performing the removing process (process P136). In
the removing process (process P136), the manufacturer
removes the welding sag 700 from the inside of the metal
shell 300P by using a tool 810 having a linear member
814.
[0042] Fig. 7 is an explanatory view illustrating a con-
figuration of the tool 810. The tool 810 includes a cylin-
drical portion 812 and the linear member 814. The cylin-
drical portion 812 of the tool 810 is a member having a
cylindrical shape made of a metal and holds the linear
member 814. The linear member 814 of the tool 810 is
a member formed by linearly bonding ceramic fibers to-
gether. In the embodiment, a material of the ceramic fiber
of the linear member 814 contains alumina (Al2O3) and
silica (SiO2) as main components. A bonding material
(binder) for bonding ceramic fibers together may be an
inorganic material or may be an organic material. The
tool 810 may include one or more linear members 814,
and in the embodiment, includes a plurality of linear mem-
bers 814. A base end portion 814bs that is one end por-
tion of the linear member 814 is a fixed end fixed to the
cylindrical portion 812. A tip end portion 814tp that is the
other end portion of the linear member 814 is a free end
that is not fixed.
[0043] Returning to the description of Fig. 6, in the re-
moving process (process P136), the manufacturer recip-
rocates the tool 810 in an axial direction DA along an
axial line CA2 while rotating the tool 810 in a rotation
direction DR around the axial line CA2 of the metal shell
300P fixed to a jig 850. Thus, the tip end portion 814tp
of the linear member 814 comes into contact with the
welding sag 700 formed on the inside of the metal shell
300P while being bent to the outside by a centrifugal force
due to the rotation. As a result, the welding sag 700 is
grinded by the tip end portion 814tp of the linear member
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814.
[0044] In the embodiment, the manufacturer provides
a jig 830 having a through hole 832 at the end surface
310 side of the metal shell 300P when fixing the metal
shell 300P to the jig 850. In a state where the jig 830 is
provided to the metal shell 300P, an axis of the through
hole 832 in the jig 830 is positioned on the axial line CA2
of the metal shell 300P. In the embodiment, the jig 830
comes into contact with the end surface 310 of the metal
shell 300P. In another embodiment, the jig 830 may be
separated from the end surface 310 of the metal shell
300P.
[0045] An inner diameter D1 of the inner peripheral sur-
face 392 of the metal shell 300P is smaller than an inner
diameter D2 of the through hole 832 of the jig 830. In
other words, a relationship between the inner diameter
D1 of the metal shell 300P and the inner diameter D2 of
the jig 830 satisfies D1 < D2. It is preferable that the
relationship between the inner diameter D1 and the inner
diameter D2 satisfies D1 + 0.1 mm ≤ D2 ≤ D1 + 0.3 mm
from the viewpoint of sufficient removal of the welding
sag 700 and prevention of damage to the tool 810. An
evaluation of the inner diameters D1 and D2 will be de-
scribed later.
[0046] Fig. 8 is an explanatory view illustrating a de-
tailed configuration of the jig 830. The jig 830 has a cham-
fered portion 833 and a depression portion 834, a cutout
portion 836, and a through hole 838 in addition to the
through hole 832. The chamfered portion 833 of the jig
830 is an angular surface that is positioned opposite to
the end surface 310 in a state where the jig 830 is pro-
vided to the metal shell 300P and is formed by chamfering
one end portion of two end portions of the through hole
832. The depression portion 834 of the jig 830 is a portion
that is formed by depressing a periphery of the other end
portion positioned opposite to the chamfered portion 833
of the two end portions of the through hole 832 and forms
a space into which the end surface 310 of the metal shell
300P enters. The cutout portion 836 of the jig 830 is a
portion that is cut out along the through hole 832 and
forms a space in which the ground electrode 400P and
the welding sag 700 enter. A bolt 840 for fixing the jig
830 to the jig 850 enters the through hole 838 of the jig
830.
[0047] Returning to the description of Fig. 4, after the
removing process (process P136) is performed, the man-
ufacturer forms the screw portion 320 to the metal shell
300P by performing a cutting process of the screw (proc-
ess P138). Thereafter, the manufacturer performs sur-
facing process (plating process) on the metal shell 300P
(process P139). Thereby, the metal shell 300 is complet-
ed.
[0048] After the metal shell 300 is completed (process
P139), the manufacturer combines other members (the
center electrode 100, the insulator 200, and the like) to
the metal shell 300 (process P180). Thereby, the spark
plug 10 is completed. In the embodiment, the manufac-
turer performs bending process to the ground electrode

400P when combining other members to the metal shell
300.

A3. Evaluation of Spark Plug

[0049] Fig. 9 is a graph illustrating a result of a test in
which the inner diameter D1 of the metal shell 300P and
the inner diameter D2 of the jig 830 are evaluated. In the
graph of Fig. 9, the evaluations of the inner diameters
D1 and D2 are illustrated by taking the inner diameter
D2 in a horizontal axis based on the inner diameter D1
and taking the height Hm of the welding sag 700 in a
vertical axis.
[0050] In the evaluation test of Fig. 9, a tester prepared
a plurality of jigs having inner diameters D2 different from
the inner diameter D1 of the metal shell 300P and per-
formed the removing process (process P136) using each
jig. After performing the removing process (process
P136), the tester measured the height Hm of the welding
sag 700 on the metal shell 300P.
[0051] According to a result of the evaluation test of
Fig. 9, it is discovered that, the greater the inner diameter
D2 is as compared to the inner diameter D1, the height
Hm of the welding sag 700 is lower and thus the welding
sag 700 can be more effectively removed from the inner
peripheral surface 392. However, when the inner diam-
eter D2 is greater than the inner diameter D1 by 0.4 mm
or more, the linear member 814 of the tool 810 is dam-
aged. The reason thereof is considered that the linear
member 814 is more likely to be pressed by the end sur-
face 310 as the inner diameter D2 is greater than the
inner diameter D1. Thus, it is preferable that the relation-
ship between the inner diameter D1 and the inner diam-
eter D2 satisfies D1 + 0.1 mm ≤ D2 ≤ D1 + 0.3 mm from
the viewpoint of sufficient removal of the welding sag 700
and prevention of damage to the tool 810.

A4. Advantages

[0052] According to the embodiment described above,
in the removing process (process P136), since the weld-
ing sag 700 is grinded by the tip end portion 814tp of the
linear member 814 bent to the outside by the centrifugal
force due to the rotation, it is possible to effectively re-
move the welding sag 700 protruding to the inside of the
metal shell 300P. Furthermore, since the welding sag
700 is grinded by the plurality of linear members 814, it
is possible to more effectively remove the welding sag
700 protruding to the inside of the metal shell 300P.
[0053] Furthermore, the tip end portion 814tp of the
linear member 814 is caused to come into contact with
the welding sag 700 by moving the tool 810 in the axial
direction DA while rotating the tool 810 inside the through
hole 832 of the jig 830. Thus, it is possible to smoothly
move the tool 810 in the axial direction DA. Thus, it is
possible to improve workability during the removing proc-
ess (process P136).
[0054] Furthermore, the relationship between the inner
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diameter D1 of the metal shell 300P in the inner periph-
eral surface 392 and the inner diameter D2 of the jig 830
in the through hole 832 satisfies D1 < D2. Thus, it is
possible to sufficiently remove the welding sag 700 pro-
truding to the inside of the metal shell 300P.
[0055] Furthermore, the relationship between the inner
diameter D1 and the inner diameter D2 satisfies D1 + 0.1
mm ≤ D2 ≤ D1 + 0.3 mm. Thus, it is possible to prevent
the damage to the tool 810 while sufficiently removing
the welding sag 700 protruding to the inside of the metal
shell 300P.

A5. First Modification Example

[0056] Fig. 10 is an explanatory view illustrating a cross
section of a portion of the metal shell 300P to which the
ground electrode 400P is welded in a first modification
example. The first modification example is similar to the
embodiment described above other than that, in the re-
moving process (process P136), the welding sag 700 is
removed along a chain line CLB parallel to the inner pe-
ripheral surface 392. According to the first modification
example, similar to the embodiment described above, it
is possible to effectively remove the welding sag 700 pro-
truding to the inside of the metal shell 300P.

A6. Second Modification Example

[0057] Fig. 11 is a process chart illustrating a manu-
facturing method of a spark plug 10 in a second modifi-
cation example. The second modification example is sim-
ilar to the embodiment described above other than that
a removing process (process P136B) is provided in which
a using method of the tool 810 is different from that of
the removing process (process P136) described above
and a process (process P137B) for processing the shelf
portion 394 of the metal shell 300P using the tool 810 is
provided.
[0058] In the removing process (process P136B), the
manufacturer inserts the linear member 814 of the tool
810 into the inner peripheral surface 392 from an opposite
side of the end surface 310 of the metal shell 300P.
Thereafter, the manufacturer causes the tip end portion
814tp of the linear member 814 to come into contact with
the welding sag 700 while rotating the tool 810, in a state
where the linear member 814 is inserted into the inner
peripheral surface 392. As a result, the welding sag 700
is grinded by the tip end portion 814tp of the linear mem-
ber 814.
[0059] After the removing process (process P136B) is
performed, the manufacturer moves the tip end portion
814tp of the linear member 814 from the inner peripheral
surface 392 to the opposite side of the end surface 310
while rotating the tool 810. Thus, the tip end portion 814tp
of the linear member 814 comes into contact with the
shelf portion 394. As a result, the shelf portion 394 is
grinded by the tip end portion 814tp of the linear member
814. As described above, after a shape of the shelf por-

tion 394 is finished, similar to the embodiment described
above, the manufacturer performs a process of forming
the screw portion 320 (process P138) and thereafter.
[0060] According to the second modification example
described above, similar to the embodiment described
above, it is possible to effectively remove the welding
sag 700 protruding to the inside of the metal shell 300P.
Furthermore, it is possible to smoothly move the tool 810
in the axial direction DA without providing the jig 830 to
the end surface 310 side of the metal shell 300P. Thus,
it is possible to improve workability of the removing proc-
ess (process P136B). Furthermore, after the welding sag
700 is removed (process P136B), it is possible to process
the shelf portion 394 of the metal shell 300P together
with the work for taking out the tool 810 from the metal
shell 300P.

B. Other Embodiments

[0061] The invention is not limited to the embodiment,
the examples, and the modification examples described
above, and can be realized by various configurations
without departing from the scope of the invention. For
example, technical characteristics in the embodiment,
the examples, and the modification examples corre-
sponding to technical characteristics in each aspect de-
scribed in the summary of the invention can be appropri-
ately substituted or combined to solve a part or all of the
problems described above or to obtain a part or all of the
advantages described above. Furthermore, the technical
characteristics can be appropriately removed if the tech-
nical characteristics are not described as essential tech-
nical characteristics in this specification.
[0062] For example, at least a part of the inner periph-
eral surface 392 and the chamfered portion 319 of the
metal shell may be a portion that is configured by the
welding sag 700. Furthermore, after the welding process
(process P134) is performed, the welding sag 700 may
be removed from the inner peripheral surface 392 by per-
forming the removing process (process P136) without
performing the preliminary removing process (process
P135).

[Description of Reference Numerals and Signs]

[0063]

10 SPARK PLUG
90 INTERNAL COMBUSTION ENGINE
100 CENTER ELECTRODE
160 SEAL BODY
170 CERAMIC RESISTANCE
180 SEAL BODY
190 TERMINAL SHELL
200 INSULATOR
210 FIRST TUBULAR PORTION
220 SECOND TUBULAR PORTION
250 THIRD TUBULAR PORTION
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270 FOURTH TUBULAR PORTION
290 AXIAL HOLE
300, 300P METAL SHELL
310 END SURFACE
312, 319 CHAMFERED PORTION
320 SCREW PORTION
340 BODY PORTION
350 GROOVE PORTION
360 TOOL ENGAGEMENT PORTION
380 CRIMPING COVER
392 INNER PERIPHERAL SURFACE
394 SHELF PORTION
396 INNER PERIPHERAL SURFACE
400, 400P GROUND ELECTRODE
500 GASKET
610, 620 RING MEMBER
650 POWDER
700 WELDING SAG
740 CROSS SECTION
810 TOOL
812 CYLINDRICAL PORTION
814 LINEAR MEMBER
814bs BASE END PORTION
814tp TIP END PORTION
830 JIG
832 THROUGH HOLE
833 CHAMFERED PORTION
834 DEPRESSION PORTION
836 CUTOUT PORTION
838 THROUGH HOLE
840 BOLT
850 JIG
910 INNER WALL
920 COMBUSTION CHAMBER
930 SCREW HOLE

Claims

1. A manufacturing method of a spark plug for manu-
facturing the spark plug (10) including a rod-shaped
center electrode (100) extending in an axial direction,
an insulator (200) having a tubular shape having an
axial hole (290) and holding the center electrode
(100) in the axial hole (290), a metal shell (300, 300P)
having a tubular shape having an end surface (310)
and an inner peripheral surface (392), a gap (IG)
being formed between a leading end side of the in-
sulator and the inner peripheral surface (392), and
a ground electrode (400) welded to the end surface
(310), the manufacturing method comprising:

welding the ground electrode (400) to the end
surface (310); and the method is characterized
by
removing welding sag (700), which is formed in-
side the metal shell (300, 300P) by the welding,
by causing a tip end portion (814tp) of a linear

member (814) to come into contact with the
welding sag (700) while rotating a tool (810) in
which a base end portion (814bs) of the linear
member (814) is fixed.

2. The manufacturing method of the spark plug (10)
according to claim 1,
wherein the linear member (814) is formed by linearly
bonding ceramic fibers together,
wherein the tool (810) is a tool in which base end
portions (814s) of a plurality of the linear members
(814) are fixed, and
wherein the welding sag (700) is removed by causing
the tip end portions (814tp) of the plurality of linear
members (814) to come into contact with the welding
sag (700) while rotating the tool (810).

3. The manufacturing method of the spark plug (10)
according to claim 1 or 2,
wherein the removing includes

providing a jig (830) having a through hole (832),
at the end surface side of the metal shell (300,
300P), and
causing the tip end portion (814tp) of the linear
member (814) to contact with the welding sag
(700) by moving the tool (810) in the axial direc-
tion (DA) while rotating the tool inside the
through hole (838).

4. The manufacturing method of the spark plug (10)
according to claim 3,
wherein a relationship between an inner diameter
D1 of the inner peripheral surface (392) of the metal
shell (300, 300P) and an inner diameter D2 of the
through hole (838) of the jig (830) satisfies D1 < D2.

5. The manufacturing method of the spark plug (10)
according to claim 4,
wherein the relationship between the inner diameter
D1 and the inner diameter D2 satisfies D1 + 0.1 mm
≤ D2 ≤ D1 + 0.3 mm.

6. The manufacturing method of the spark plug (10)
according to claim 1 or 2,
wherein the removing includes

inserting the linear member (814) into the inner
peripheral surface (392) from an opposite side
of the end surface of the metal shell (300, 300P),
and
causing the tip end portion (814tp) of the linear
member (814) to contact with the welding sag
(700) while rotating the tool (810), in a state
where the linear member (814) is inserted into
the inner peripheral surface (392) from the op-
posite side.
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7. The manufacturing method of the spark plug (10)
according to claim 6,
wherein the metal shell (300, 300P) has a shelf por-
tion (394) that is positioned on the opposite side fur-
ther than the inner peripheral surface (392),
wherein the inner diameter of the shelf portion (394)
of the metal shell is smaller than the inner diameter
of the inner peripheral surface (392) of the metal shell
(300, 300P), and
wherein the removing further includes causing the
tip end portion (814tp) of the linear member (814) to
contact with the shelf portion (700) by moving the tip
end portion from the inner peripheral surface (392)
to the opposite side while rotating the tool (810), after
the welding sag (700) is removed.

8. The manufacturing method of the spark plug (10)
according to any one of claims 1 to 7,
wherein the welding sag (700) is removed until a
height of the welding sag (700) becomes 0.05 mm
or less along a direction from the inner peripheral
surface (392) toward the inside of the metal shell
(300, 300P) and perpendicular to the inner peripheral
surface (392).

9. The manufacturing method of the spark plug (10)
according to any one of claims 1 to 8, further com-
prising:
forming a male screw (320) having a nominal diam-
eter of M10 or less on an outer periphery of the metal
shell (300, 300P).

10. The manufacturing method of the spark plug (10)
according to any one of claims 1 to 9,
wherein the tip end portion (814tp) of the linear mem-
ber is a free end that is not fixed.

Patentansprüche

1. Herstellungsverfahren einer Zündkerze (10) zur Her-
stellung der Zündkerze (10) mit einer stabförmigen
Mittelelektrode (100), die sich in axialer Richtung er-
streckt, einem Isolator (200) mit einer rohrförmigen
Form mit einer axialen Bohrung (290), der die Mit-
telelektrode (100) in der axialen Bohrung (290) hält,
einer Metallhülle (300, 300P) mit einer rohrförmigen
Form mit einer Endfläche (310) und einer inneren
Umfangsfläche (392), wobei ein Spalt (IG) zwischen
einer vorderen Endseite des Isolators und der inne-
ren Umfangsfläche (392) gebildet ist, und einer mit
der Endfläche (310) verschweißten Masseelektrode
(400), wobei das Herstellungsverfahren umfasst:

Schweißen der Masseelektrode (400) an die
Endfläche (310); und das Verfahren ist gekenn-
zeichnet durch
Entfernen von Schweißdurchhang (700), der in-

nerhalb der Metallhülle (300, 300P) durch das
Schweißen gebildet ist, indem ein Spitzenen-
dabschnitt (814tp) eines linearen Elements
(814tp) mit dem Schweißdurchhang (700) in
Kontakt kommt, während ein Werkzeug (810)
gedreht wird, in dem ein Basisendabschnitt
(814bs) des linearen Elements (814) befestigt
ist.

2. Herstellungsverfahren der Zündkerze (10) nach An-
spruch 1,
wobei das lineare Element (814) durch lineares Ver-
binden von Keramikfasern miteinander gebildet ist,
wobei das Werkzeug (810) ein Werkzeug ist, in dem
Basisendabschnitte (814s) einer Vielzahl der linea-
ren Elemente (814) befestigt sind, und
wobei der Schweißdurchhang (700) entfernt wird, in-
dem die Spitzenendabschnitte (814tp) der Vielzahl
von linearen Elementen (814) veranlasst werden,
mit dem Schweißdurchhang (700) in Kontakt zu
kommen, während das Werkzeug (810) gedreht
wird.

3. Herstellungsverfahren der Zündkerze (10) nach An-
spruch 1 oder 2,
wobei das Entfernen Folgendes beinhaltet

Bereitstellen einer Vorrichtung (830) mit einem
Durchgangsloch (832) an der Endflächenseite
der Metallhülle (300, 300P), und
Veranlassen, dass der Spitzenendabschnitt
(814tp) des linearen Elements (814) mit dem
Schweißdurchhang (700) in Kontakt kommt, in-
dem das Werkzeug (810) in axialer Richtung
(DA) bewegt wird, während das Werkzeug in-
nerhalb der Durchgangsbohrung (838) gedreht
wird.

4. Herstellungsverfahren der Zündkerze (10) nach An-
spruch 3,
wobei eine Beziehung zwischen einem Innendurch-
messer D1 der inneren Umfangsfläche (392) der Me-
tallhülle (300, 300P) und einem Innendurchmesser
D2 der Durchgangsbohrung (838) der Vorrichtung
(830) D1 < D2 erfüllt.

5. Herstellungsverfahren der Zündkerze (10) nach An-
spruch 4,
wobei die Beziehung zwischen dem Innendurch-
messer D1 und dem Innendurchmesser D2 folgen-
des erfüllt: D1 + 0,1 mm ≤ D2 ≤ D1 + 0,3 mm.

6. Herstellungsverfahren der Zündkerze (10) nach An-
spruch 1 oder 2,
wobei das Entfernen Folgendes beinhaltet

Einsetzen des linearen Elements (814) in die
innere Umfangsfläche (392) von einer gegenü-
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berliegenden Seite der Endfläche der Metallhül-
le (300, 300P), und
Veranlassen, dass der Spitzenendabschnitt
(814tp) des linearen Elements (814) mit dem
Schweißdurchhang (700) in Kontakt kommt,
während das Werkzeug (810) gedreht wird, in
einem Zustand, in dem das lineare Element
(814) von der gegenüberliegenden Seite in die
innere Umfangsfläche (392) eingeführt wird.

7. Herstellungsverfahren der Zündkerze (10) nach An-
spruch 6,
wobei die Metallhülle (300, 300P) einen Ablageab-
schnitt (394) aufweist, der auf der gegenüberliegen-
den Seite weiter als die innere Umfangsfläche (392)
positioniert ist,
wobei der Innendurchmesser des Ablageabschnitts
(394) der Metallhülle kleiner ist als der Innendurch-
messer der inneren Umfangsfläche (392) der Metall-
hülle (300, 300P), und
wobei das Entfernen ferner beinhaltet, dass der Spit-
zenendabschnitt (814tp) des linearen Elements
(814) mit dem Ablageabschnitt (700) in Kontakt ge-
bracht wird, indem der Spitzenendabschnitt von der
inneren Umfangsfläche (392) zur gegenüberliegen-
den Seite bewegt wird, während das Werkzeug (810)
gedreht wird, nachdem der Schweißdurchhang
(700) entfernt wurde.

8. Herstellungsverfahren der Zündkerze (10) nach ei-
nem der Ansprüche 1 bis 7,
wobei der Schweißdurchhang (700) entfernt wird,
bis eine Höhe des Schweißdurchhangs (700) 0,05
mm oder weniger entlang einer Richtung von der
inneren Umfangsfläche (392) zur Innenseite der Me-
tallhülle (300, 300P) und senkrecht zur inneren Um-
fangsfläche (392) wird.

9. Herstellungsverfahren der Zündkerze (10) nach ei-
nem der Ansprüche 1 bis 8, ferner umfassend:
Bilden einer männlichen Schraube (320) mit einem
Nenndurchmesser von M10 oder weniger an einem
Außenumfang der Metallhülle (300, 300P).

10. Herstellungsverfahren der Zündkerze (10) nach ei-
nem der Ansprüche 1 bis 9,
wobei der Spitzenendabschnitt (814tp) des linearen
Elements ein freies Ende ist, das nicht fixiert ist.

Revendications

1. Procédé de fabrication d’une bougie d’allumage per-
mettant de fabriquer la bougie d’allumage (10) en
incluant une électrode centrale en forme de tige
(100) s’étendant dans la direction axiale, un isolateur
(200) présentant une forme tubulaire comportant un
alésage axial (290) et maintenant l’électrode centra-

le (100) dans l’alésage axial (290), une coque mé-
tallique (300, 300P) de forme tubulaire comportant
une surface terminale (310) et une surface périphé-
rique interne (392), un interstice (IG) étant formé en-
tre le côté d’extrémité avant de l’isolateur et la sur-
face périphérique interne (392), ainsi qu’une élec-
trode de masse (400) soudée à la surface terminale
(310), le procédé de fabrication comprenant :
le soudage de l’électrode de masse (400) à la surface
terminale (310) ; et le procédé est caractérisé par :
l’élimination d’une coulure de soudage (700) qui est
formée à l’intérieur de la coque métallique (300,
300P) par le soudage, en amenant une extrémité de
pointe (814tp) appartenant à un élément linéaire
(814) à venir en contact avec la coulure de soudage
(700) tout en faisant tourner un outil (810) dans le-
quel l’extrémité de base (814bs) de l’élément linéaire
(814) est fixe.

2. Procédé de fabrication de la bougie d’allumage (10)
selon la revendication 1,
dans lequel l’élément linéaire (14) est formé en sou-
dant linéairement ensemble des fibres céramiques,
dans lequel l’outil (810) est un outil dans lequel sont
fixées les extrémités de base (814s) d’une pluralité
d’éléments linéaires (814), et
dans lequel la coulure de soudage (700) est éliminée
en amenant les extrémités de pointe (814tp) de la
pluralité d’éléments linéaires (814) à venir en contact
avec la coulure de soudage (700) tout en faisant tour-
ner l’outil (810).

3. Procédé de fabrication de la bougie d’allumage (10)
selon la revendication 1 ou la revendication 2,
dans lequel l’élimination inclut :

l’utilisation d’un gabarit (830) comportant un trou
traversant (832) du côté de la surface terminale
de la coque métallique (300, 300P), et
l’action amenant l’extrémité de pointe (814tp) de
l’élément linéaire (814) à entrer en contact avec
la coulure de soudage (700) en déplaçant l’outil
(810) dans la direction axiale (DA) tout en faisant
tourner l’outil à l’intérieur du trou traversant
(838).

4. Procédé de fabrication de la bougie d’allumage (10)
selon la revendication 3,
dans lequel la relation entre le diamètre interne D1
de la surface périphérique interne (392) de la coque
métallique (300, 300P) et le diamètre interne D2 du
trou traversant (838) du gabarit (830) satisfait à l’iné-
quation D1 < D2.

5. Procédé de fabrication de la bougie d’allumage (10)
selon la revendication 4,
dans lequel la relation entre le diamètre interne D1
et le diamètre interne D2 satisfait à l’inéquation D1
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+ 0,1 mm ≤ D2 ≤ D1 + 0,3 mm.

6. Procédé de fabrication de la bougie d’allumage (10)
selon la revendication 1 ou la revendication 2,
dans lequel l’élimination inclut :

l’insertion de l’élément linéaire (814) dans la sur-
face périphérique interne (392) depuis un côté
opposé de la surface terminale de la coque mé-
tallique (300, 300P), et
l’action amenant l’extrémité de pointe (814tp) de
l’élément linéaire (814) à entrer en contact avec
la coulure de soudage (700) tout en faisant tour-
ner (810) de telle sorte que l’élément linéaire
(814) soit inséré dans la surface périphérique
interne (392) depuis le côté opposé.

7. Procédé de fabrication de la bougie d’allumage (10)
selon la revendication 6,
dans lequel la coque métallique (300, 300P) com-
porte une partie coque (394) qui est positionnée sur
le côté opposé plus loin que la surface périphérique
interne (392),
dans lequel le diamètre interne de la partie coque
(394) de la coque métallique est plus petit que le
diamètre interne de la surface périphérique interne
(392) de la coque métallique (300, 300P), et
dans lequel l’élimination inclut en outre l’action ame-
nant l’extrémité de pointe (814tp) de l’élément linéai-
re (814) à entrer en contact avec la partie en plateau
(700) en déplaçant l’extrémité de pointe depuis la
surface périphérique interne (392) jusqu’au côté op-
posé tout en faisant tourner l’outil (810) après l’éli-
mination de la coulure de soudage (700).

8. Procédé de fabrication de la bougie d’allumage (10)
selon l’une quelconque des revendications 1 à 7,
dans lequel la coulure de soudage (700) est éliminée
jusqu’à ce que la hauteur de la coulure de soudage
(700) devienne inférieure ou égale à 0,05 mm le long
d’une direction allant de la surface périphérique in-
terne (392) vers l’intérieur de la coque métallique
(300, 300P) et perpendiculaire à la surface périphé-
rique interne (392).

9. Procédé de fabrication de la bougie d’allumage (10)
selon l’une quelconque des revendications 1 à 8,
comprenant en outre :
la formation d’un filetage mâle (320) présentant un
diamètre nominal de M10 ou moins sur la périphérie
externe de la coque métallique (300, 300P).

10. Procédé de fabrication de la bougie d’allumage (10)
selon l’une quelconque des revendications 1 à 9,
dans lequel l’extrémité de pointe (814tp) de l’élément
linéaire est une extrémité libre qui n’est pas fixée.
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