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Description

TECHNICAL FIELD

[0001] The present invention relates to a spark plug
for an internal combustion engine.

BACKGROUND ART

[0002] A spark plug for providing ignition in an internal
combustion engine, such as a gasoline engine, has the
following structure: an insulator is provided externally of
a center electrode; a metallic shell is provided externally
of the insulator; and a ground electrode which forms a
spark discharge gap in cooperation with the center elec-
trode is attached to the metallic shell. The metallic shell
is generally formed from an iron-based material, such as
carbon steel, and, in many cases, plating is performed
on its surface for corrosion protection. A known technique
associated with such a plating layer employs a 2-layer
structure consisting of an Ni plating layer and a chromate
layer (Patent Document 1). However, the inventors of the
present invention have found that, even in employment
of a plating layer having such a two- or more-layer struc-
ture, corrosion resistance is still a big problem for a por-
tion of a spark plug which is deformed at the time of crimp-
ing. The following description first discusses an example
structure of a spark plug and a crimping step, and then
a portion of the spark plug which is deformed from crimp-
ing and involves a problem with respect to corrosion re-
sistance.
[0003] FIG. 1 is a sectional view of essential members,
showing an example structure of a spark plug. A spark
plug 100 includes a tubular metallic shell 1; a tubular
insulator 2 (ceramic insulator), which is fitted into the me-
tallic shell 1 in such a manner that its forward end portion
projects from the metallic shell 1; a center electrode 3,
which is provided in the insulator 2 in such a state that
its forward end portion projects from the insulator 2; and
a ground electrode 4, whose one end is joined to the
metallic shell 1 and whose other end faces the forward
end of the center electrode 3. A spark discharge gap g
is formed between the ground electrode 4 and the center
electrode 3.
[0004] The insulator 2 is formed from, for example, a
ceramic sintered body of alumina or aluminum nitride and
has a through hole 6 formed therein in such a manner
as to extend along the axial direction thereof, and adapt-
ed to allow the center electrode 3 to be fitted therein. A
metal terminal 13 is fixedly inserted into the through hole
6 at a side toward one end of the through hole 6, whereas
the center electrode 3 is fixedly inserted into the through
hole 6 at a side toward the other end of the through hole
6. A resistor 15 is disposed, within the through hole 6,
between the metal terminal 13 and the center electrode
3. Opposite end portions of the resistor 15 are electrically
connected to the center electrode 3 and the metal termi-
nal 13 via electrically conductive glass seal layers 16 and

17, respectively.
[0005] The metallic shell 1 is formed into a hollow, cy-
lindrical shape from a metal, such as carbon steel, and
forms a housing of the spark plug 100. The metallic shell
1 has a threaded portion 7 formed on its outer circumfer-
ential surface and adapted to mount the spark plug 100
to an unillustrated engine block. A hexagonal portion 1e
is a tool engagement portion which allows a tool, such
as a spanner or a wrench, to be engaged therewith in
mounting the metallic shell 1 to the engine block, and
has a hexagonal cross section. The tool engagement por-
tion may have any cross-sectional shape (orthogonal-to-
axis sectional shape) other than a hexagonal shape; for
example, the tool engagement portion may have another
polygonal cross section, such as an octagonal cross sec-
tion. In a space between the outer surface of the insulator
2 and the inner surface of a rear (upper in the drawing)
opening portion of the metallic shell 1, a ring packing 62
is disposed on the rear periphery of a flange-like projec-
tion 2e of the insulator 2, and a filler layer 61, such as
talc, and a ring packing 60 are disposed, in this order,
rearward of the ring packing 62. In assembling work, the
insulator 2 is pressed forward (downward in the drawing)
into the metallic shell 1, and, in this condition, the rear
opening end of the metallic shell 1 is crimped inward to-
ward the ring packing 60 (and, in turn, toward the projec-
tion 2e, which functions as a receiving portion for crimp-
ing), whereby a crimp portion 1d is formed, and thus the
metallic shell 1 is fixed to the insulator 2.
[0006] A gasket 30 is fitted to a proximal end of the
threaded portion 7 of the metallic shell 1. The gasket 30
is formed by bending a metal sheet of carbon steel or the
like into the form of a ring. When the threaded portion 7
is screwed into a threaded hole of the cylinder head, the
gasket 30 is compressed in the axial direction and de-
formed in a crushed manner between a flange-like gas
seal portion 1f of the metallic shell 1 and a peripheral-
portion-around-opening of the threaded hole, thereby
sealing the gap between the threaded hole and the
threaded portion 7.
[0007] FIG. 2 is an explanatory view showing an ex-
ample step of fixing the metallic shell 1 to the insulator 2
through crimping (FIG. 2 omits the illustration of the
ground electrode 4). First, as shown in FIG. 2(b), the
insulator 2 whose through hole 6 accommodates the
center electrode 3, the electrically conductive glass seal
layers 16 and 17, the resistor 15, and the metal terminal
13 is inserted into the metallic shell 1 shown in FIG. 2(a)
from an insertion opening portion 1p (where a prospec-
tive crimp portion 200 which is to become the crimp por-
tion 1d is formed) at the rear end of the metallic shell 1,
thereby establishing a state in which an engagement por-
tion 2h of the insulator 2 and an engagement portion 1c
of the metallic shell 1 are engaged together via a sheet
packing 63.
[0008] Then, as shown in FIG. 2(c), the ring packing
62 is disposed inside the metallic shell 1 through the in-
sertion opening portion 1p; subsequently, the filler layer
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61 of talc or the like is formed; and, furthermore, the ring
packing 60 is disposed. Then, by means of a crimping
die 111, the prospective crimp portion 200 is crimped to
an end surface 2n of the projection 2e, which functions
as a receiving portion for crimping, via the ring packing
62, the filler layer 61, and the ring packing 60, thereby
forming the crimp portion 1d and fixing the metallic shell
1 to the insulator 2 through crimping as shown in FIG.
2(d). At this time, in addition to the crimp portion 1d, a
groove portion 1h (FIG. 1) located between the hexago-
nal portion 1e and the gas seal portion If is also deformed
under a compressive stress associated with crimping.
The reason for this is that the crimp portion 1d and the
groove portion 1h are thinnest portions in the metallic
shell 1 and are thus readily deformable. The groove por-
tion 1h is also called the "thin-walled portion." After the
step of FIG. 2(d), the ground electrode 4 is bent toward
the center electrode 3 so as to form the spark discharge
gap g, thereby completing the spark plug 100 of FIG. 1.
The crimping step described with reference to FIG. 2 is
of cold crimping (Patent Document 2); however, hot
crimping (Patent Document 3) can also be employed.

PRIOR ART DOCUMENTS

PATENT DOCUMENTS

[0009]

Patent Document 1: Japanese Patent Application
Laid-Open (kokai) No. 2002-184552
Patent Document 2: Japanese Patent Application
Laid-Open (kokai) No. 2007-141868
Patent Document 3: Japanese Patent Application
Laid-Open (kokai) No. 2003-257583
Patent Document 4: Japanese Patent Application
Laid-Open (kokai) No. 2007-023333
Patent Document 5: Japanese Patent Application
Laid-Open (kokai) No. 2007-270356

SUMMARY OF THE INVENTION

PROBLEMS TO BE SOLVED BY THE INVENTION

[0010] According to the above-mentioned convention-
al technique (Patent Document 1), an electrolytic chro-
mating process is performed such that 95% by mass or
more of the chromium component of a chromate layer is
trivalent chromium. The purpose of such chromating is
to reduce environmental burden through attainment of
substantially zero content of hexavalent chromium and
to improve corrosion resistance against salt water (salt
corrosion resistance).
[0011] However, as mentioned above, crimping caus-
es the crimp portion 1d and the groove portion 1h to be
greatly deformed, resulting in the generation of a large
residual stress in these portions; therefore, corrosion re-
sistance is a big problem for these portions. That is, the

crimp portion 1d and the groove portion 1h are charac-
terized by the presence of a large residual stress caused
by crimping-induced deformation. Particularly, in the
case of employment of hot crimping, hardness increases
as a result of a change of microstructure associated with
application of heat. A portion which has such high hard-
ness and in which a large residual stress exists may suffer
stress corrosion cracking. The inventors of the present
invention have found that, particularly in a spark plug,
not only salt corrosion resistance, but also stress corro-
sion cracking resistance is a big problem to consider for
the crimp portion 1d and the groove portion 1h. Such a
problem to consider is particularly marked in a case of
using the metallic shell formed from a material having a
high content of carbon (e.g., carbon steel which contains
carbon in an amount of 0.15% by weight or more). Such
a problem to consider is also marked in the case of em-
ploying hot crimping.
[0012] Conventionally employed nickel plating specifi-
cations give importance to corrosion resistance of the
outer surface of the metallic shell and tend to not give
much importance to the plating thickness of the inner
surface. However, since the inner surface of the metallic
shell is in a closed space, dew condensation is apt to
occur thereon upon exposure to coldness. Also, since
the inner surface is thin in plating thickness as compared
with the outer surface, the occurrence of stress corrosion
cracking associated with progress of corrosion is more
concerned. In view of these findings and consideration,
the inventors of the present invention have reached the
understanding that it is important to design the plating
thickness of the inner surface of the metallic shell to re-
strain stress corrosion cracking, and thus have conceived
the present invention.
[0013] Generally, if a plating thickness of the same lev-
el is ensured for the inner and outer surfaces of the me-
tallic shell (if the inner surface can be coated with suffi-
ciently thick plating), sufficient stress corrosion cracking
resistance conceivably can be ensured. However, in ac-
tuality, the following has been found: when plating on the
inner surface is excessively thick, crimping-induced de-
formation causes cracking to occur in the plating on the
inner surface, resulting in deterioration in stress corrosion
cracking resistance. Therefore, importantly, the plating
thickness of the inner surface must fall within such an
appropriate range as not to lead to the occurrence of
cracking after crimping. That is, in designing nickel plat-
ing on the metallic shell, preferably, the nickel plating
thickness of the inner surface is determined so as to be
appropriate to stress corrosion cracking resistance. Par-
ticularly, desirably, the nickel plating thickness of the out-
er surface and the nickel plating thickness of the inner
surface are specified in such a balanced manner that the
nickel plating thickness of the outer surface is appropriate
to corrosion resistance, whereas the nickel plating thick-
ness of the inner surface is appropriate to stress corro-
sion cracking resistance.
[0014] An object of the present invention is to provide
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a spark plug to which excellent stress corrosion cracking
resistance is imparted by means of appropriately speci-
fying the nickel plating thickness of the inner surface of
the metallic shell.

MEANS FOR SOLVING THE PROBLEMS

[0015] The present invention has been conceived to
solve, at least partially, the above problems and can be
embodied in the following modes or application exam-
ples.
[0016]

[Application example 1] A spark plug comprising:

a tubular ceramic insulator having an axial bore
extending therethrough in an axial direction;
a center electrode disposed at a forward end
portion of the axial bore; and
a metallic shell provided around the ceramic in-
sulator;
the spark plug being characterized in that:

the metallic shell has:

a tool engagement portion projecting
outward and having a polygonal orthog-
onal-to-axis sectional shape;
a gas seal portion projecting outward;
and
a groove portion formed between the
tool engagement portion and the gas
seal portion and having an orthogonal-
to-axis sectional area of 36 mm2 or less;

the metallic shell is covered with a nickel
plating layer; and

as measured at a forward end of an inner cir-
cumferential surface of the groove portion, the
nickel plating layer has a thickness of 0.3 mm to
2.0 mm.

[Application example 2] A spark plug comprising:

a tubular ceramic insulator having an axial bore
extending therethrough in an axial direction;
a center electrode disposed at a forward end
portion of the axial bore; and
a metallic shell provided around the ceramic in-
sulator; the spark plug being characterized in
that:

the metallic shell has:

a tool engagement portion projecting
outward and having a polygonal orthog-
onal-to-axis sectional shape;

a gas seal portion projecting outward;
and
a groove portion formed between the
tool engagement portion and the gas
seal portion and having an orthogonal-
to-axis sectional area of 36 mm2 or less;

the metallic shell is covered with a nickel
plating layer and has a chromium-contain-
ing layer formed on the nickel plating layer;
and
as measured at a forward end of an inner
circumferential surface of the groove por-
tion, the nickel plating layer has a thickness
of 0.2 mm to 2.2 mm.

[Application example 3] A spark plug comprising:

a tubular ceramic insulator having an axial bore
extending therethrough in an axial direction;
a center electrode disposed at a forward end
portion of the axial bore; and
a metallic shell provided around the ceramic in-
sulator;
the spark plug being characterized in that:

the metallic shell has:

a tool engagement portion projecting
outward and having a polygonal orthog-
onal-to-axis sectional shape;
a gas seal portion projecting outward;
and
a groove portion formed between the
tool engagement portion and the gas
seal portion and having an orthogonal-
to-axis sectional area of 36 mm2 or less;

the metallic shell is covered with a nickel
plating layer and has rust prevention oil ap-
plied onto the nickel plating layer; and

as measured at a forward end of an inner cir-
cumferential surface of the groove portion, the
nickel plating layer has a thickness of 0.2 mm to
2.2 mm.

[Application example 4] A spark plug comprising:

a tubular ceramic insulator having an axial bore
extending therethrough in an axial direction;
a center electrode disposed at a forward end
portion of the axial bore; and
a metallic shell provided around the ceramic in-
sulator;
the spark plug being characterized in that:

the metallic shell has:
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a tool engagement portion projecting
outward and having a polygonal orthog-
onal-to-axis sectional shape;
a gas seal portion projecting outward;
and
a groove portion formed between the
tool engagement portion and the gas
seal portion and having an orthogonal-
to-axis sectional area of 36 mm2 or less;

the metallic shell is covered with a nickel
plating layer and has a chromium-contain-
ing layer formed on the nickel plating layer,
and rust prevention oil applied onto the
chromium-containing layer; and

as measured at a forward end of an inner cir-
cumferential surface of the groove portion, the
nickel plating layer has a thickness of 0.1 mm to
2.4 mm.

[Application example 5] A spark plug according to
any one of application examples 1 to 4, wherein, as
measured on an outer surface of the tool engage-
ment portion, the nickel plating layer has a thickness
of 3 mm to 15 mm.
[Application example 6] A spark plug according to
any one of application examples 1 to 5, wherein the
metallic shell and an insulator accommodated in the
metallic shell are fitted together by hot crimping.
[Application example 7] A spark plug according to
any one of application examples 1 to 6, wherein the
groove portion has a height of 3.5 mm to 6.5 mm as
measured in the axial direction.

[0017] The present invention can be embodied in var-
ious forms. For example, the present invention can be
embodied in a spark plug, a metallic shell for the spark
plug, a method of manufacturing the spark plug, and a
method of manufacturing the metallic shell.

EFFECTS OF THE INVENTION

[0018] The configuration of application example 1 can
provide a spark plug having excellent stress corrosion
cracking resistance by means of employing a nickel plat-
ing layer thickness of 0.3 mm to 2.0 mm as measured at
the forward end of the inner circumferential surface of
the groove portion of the metallic shell.
[0019] The configuration of application example 2 can
provide a spark plug having excellent stress corrosion
cracking resistance in the case where the chromium-con-
taining layer is formed on the nickel plating layer of the
metallic shell, by means of employing a nickel plating
layer thickness of 0.2 mm to 2.2 mm as measured at the
forward end of the inner circumferential surface of the
groove portion of the metallic shell.
[0020] The configuration of application example 3 can

provide a spark plug having excellent stress corrosion
cracking resistance in the case where rust prevention oil
is applied onto the nickel plating layer of the metallic shell,
by means of employing a nickel plating layer thickness
of 0.2 mm to 2.2 mm as measured at the forward end of
the inner circumferential surface of the groove portion of
the metallic shell.
[0021] The configuration of application example 4 can
provide a spark plug having excellent stress corrosion
cracking resistance in the case where the chromium-con-
taining layer is formed on the nickel plating layer of the
metallic shell, and rust prevention oil is applied onto the
chromium-containing layer, by means of employing a
nickel plating layer thickness of 0.1 mm to 2.4 mm as
measured at the forward end of the inner circumferential
surface of the groove portion of the metallic shell.
[0022] The configuration of application example 5 can
provide a spark plug having not only excellent stress cor-
rosion cracking resistance but also excellent corrosion
resistance (salt corrosion resistance) and plating peeling
resistance.
[0023] The configuration of application example 6 can
provide a spark plug having excellent stress corrosion
cracking resistance even in the case where hot-crimping-
induced deformation puts stress corrosion cracking re-
sistance at stake, by means of employing a nickel plating
layer thickness in the above-mentioned appropriate
ranges as measured at the forward end of the inner cir-
cumferential surface of the metallic shell.
[0024] Generally, as the opposite side-to-side dimen-
sion of the tool engagement portion (for example, the
distance between opposite sides of the hexagonal por-
tion) reduces (for example, 14 mm or less), the height
(length in the axial direction) of the groove portion must
be increased in order to ensure gastightness. This is for
the following reason: increasing the height of the groove
portion allows an increase in the amount of deformation
of the groove portion at the time of crimping, whereby
fixation can be further enhanced. According to the con-
figuration of application example 7, the height of the
groove portion is 3.5 mm or more; thus, the amount of
deformation of the groove portion is increased. Accord-
ingly, stress corrosion cracking is more likely to occur;
therefore, the effect of the present invention of preventing
stress corrosion cracking is more markedly produced.
Meanwhile, when the height of the groove portion is in
excess of 6.5 mm, the deformation of the groove portion
is excessively increased; therefore, the effect of prevent-
ing stress corrosion cracking is limited.

BRIEF DESCRIPTION OF THE DRAWINGS

[0025]

[FIG. 1] Sectional view of essential members, show-
ing an example structure of a spark plug.
[FIG. 2] Explanatory views showing an example
crimping step of fixing a metallic shell to an insulator.
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[FIG. 3] Flowchart showing the procedure of a plating
process to be performed on the metallic shell.
[FIG. 4] Explanatory view showing the results of an
experiment on the effect of the Ni plating thickness
of the inner surface of a groove portion of the metallic
shell on stress corrosion cracking resistance of the
metallic shell in the case where an Ni strike plating
process and an Ni plating process are performed.
[FIG. 5] Sectional view of the metallic shell, showing
the position of measuring the plating thickness.
[FIG. 6] Explanatory view showing the results of an
experiment on the effect of the Ni plating thickness
of the inner surface of the groove portion of the me-
tallic shell on stress corrosion cracking resistance of
the metallic shell in the case where the Ni strike plat-
ing process, the Ni plating process, and an electro-
lytic chromating process are performed.
[FIG. 7] Explanatory view showing the results of an
experiment on the effect of the Ni plating thickness
of the inner surface of the groove portion of the me-
tallic shell on stress corrosion cracking resistance of
the metallic shell in the case where the Ni strike plat-
ing process, the Ni plating process, and application
of rust prevention oil are performed.
[FIG. 8] Explanatory view showing the results of an
experiment on the effect of the Ni plating thickness
of the inner surface of the groove portion of the me-
tallic shell on stress corrosion cracking resistance of
the metallic shell in the case where the Ni strike plat-
ing process, the Ni plating process, the electrolytic
chromating process, and application of rust preven-
tion oil are performed.
[FIG. 9] Explanatory view showing the results of an
experiment on the effect of the Ni plating thickness
of an outer surface on corrosion resistance and plat-
ing peeling resistance, the experiment being con-
ducted by varying the Ni plating thickness.
[FIG. 10] Explanatory view showing the results of an
experiment on the effect of the Ni plating thickness
of the outer surface on corrosion resistance and plat-
ing peeling resistance, the experiment being con-
ducted by varying the Ni plating thickness.
[FIG. 11] Explanatory view showing the results of an
experiment on the effect of whether or not the Ni
strike plating process is provided, on stress corrosion
cracking resistance.
[FIG. 12] Explanatory view showing the results of an
experiment on the effect of the cross-sectional area
of the groove portion of the metallic shell on stress
corrosion cracking resistance.
[FIG. 13] Explanatory view showing the results of an
experiment on the effect of the height of the groove
portion of the metallic shell on stress corrosion crack-
ing resistance.

MODES FOR CARRYING OUT THE INVENTION

[0026] A spark plug according to an embodiment of the

present invention has the configuration shown in FIG. 1.
Since this configuration has been described above, re-
peated description thereof is omitted. A spark plug 100
is manufactured, for example, by fixing a metallic shell 1
and an insulator 2 to each other according to the crimping
step shown in FIG. 2. Before the crimping step, a plating
process is performed on the metallic shell 1.
[0027] FIG. 3 is a flowchart showing the procedure of
a plating process to be performed on the metallic shell.
In step T100, if necessary, nickel strike plating is per-
formed. Nickel strike plating is performed for cleaning the
surface of the metallic shell formed from carbon steel and
for improving adhesion between plating and a base met-
al. However, nickel strike plating may be omitted. Usually
employed processing conditions can be employed for
nickel strike plating. A specific example of preferable
processing conditions is as follows.

<Example of processing conditions of nickel strike plat-
ing>

[0028]

• Composition of plating bath

Nickel chloride: 150-600 g/L
35% hydrochloric acid: 50-300 ml/L
Solvent: Deionized water

• Processing temperature (bath temperature):
25-40°C

• Cathode current density: 0.2-0.4 A/dm2

• Processing time: 5-20 minutes

[0029] In step T110, an electrolytic nickel plating proc-
ess is performed. The electrolytic nickel plating process
can be a barrel-type electrolytic nickel plating process
which uses a rotary barrel, and may employ another plat-
ing method, such as a stationary plating method. Usually
employed processing conditions can be employed for
electrolytic nickel plating. A specific example of prefera-
ble processing conditions is as follows.

<Example of processing conditions of electrolytic nickel 
plating>

[0030]

• Composition of plating bath

Nickel sulfate: 100-400 g/L
Nickel chloride: 20-60 g/L
Boric acid: 20-60 g/L
Solvent: Deionized water

• Bath pH: 2.0-4.8
• Processing temperature (bath temperature):

25-60°C

9 10 
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• Cathode current density: 0.02-3.0 A/dm2

• Processing time: 5-600 minutes

[0031] The lower the cathode current density, the
smaller the difference in Ni plating layer thickness be-
tween the outer surface and the inner surface of the me-
tallic shell, and, the higher the cathode current density,
the larger the difference. Meanwhile, the longer the
processing time, the greater the Ni plating layer thick-
ness. Therefore, the balance of the Ni plating layer thick-
ness between the outer surface and the inner surface of
the metallic shell can be adjusted by adjusting a combi-
nation of the cathode current density and the processing
time.
[0032] In step T120, if necessary, an electrolytic chro-
mating process is performed, thereby forming a chromate
layer (also called the "chromium-containing layer"). The
electrolytic chromating process can also use a rotary bar-
rel and may employ another plating method, such as a
stationary plating method. An example of preferable
processing conditions of the electrolytic chromating proc-
ess is as follows.

<Example of processing conditions of electrolytic chro-
mating process>

[0033]

• Composition of processing bath (chromating
processing solution)

Sodium dichromate: 20-70 g/L
Solvent: Deionized water

• Bath pH: 2-6
• Processing temperature (bath temperature):

20-60°C
• Cathode current density: 0.02-0.45 A/dm2

• Processing time: 1-10 minutes

[0034] A usable dichromate other than sodium dichro-
mate is potassium dichromate. Another combination of
processing conditions (amount of dichromate, cathode
current density, processing time, etc.) different from the
above may be employed according to a desired thickness
of the chromate layer. This electrolytic chromating proc-
ess is an electrolytic trivalent chromating process in
which the chromium component in the chromate layer is
trivalent chromium. Preferable processing conditions of
the chromating process will be described later together
with experimental results.
[0035] When the Ni plating process and the electrolytic
chromating process are performed, a film of 2-layer struc-
ture consisting of the nickel plating layer and the chro-
mate layer is formed on the outer and inner surfaces of
the metallic shell. However, the electrolytic chromating
process can be omitted. Also, still another protection film
may be formed on the 2-layer structure consisting of the

nickel plating layer and the chromate layer.
[0036] In step T130, if necessary, rust prevention oil is
applied as a protection film. Commercially available var-
ious rust prevention oils can be used. Rust prevention oil
can be applied, for example, by immersing the entire me-
tallic shell in rust prevention oil. Usable rust prevention
oil contains at least one of C (mineral oil), Ba, Ca, Na,
and S. If the Ba content is excessively high, the appear-
ance of the metallic shell may discolor. As for the com-
ponents other than Ba, if their contents are excessively
low, corrosion resistance may deteriorate, and, if their
contents are excessively high, nonuniform color tone or
discoloration may occur after application of rust preven-
tion oil. Application of rust prevention oil can be omitted.
[0037] After various protection films are formed as
mentioned above, the metallic shell is fixed to the insu-
lator, etc., by the crimping step, thereby completing the
spark plug. In addition to cold crimping, hot crimping can
also be used in the crimping step.

EXAMPLES

(1) First example (Ni strike plating + Ni plating):

[0038] In the first example, there were manufactured
a plurality of metallic shell samples which differed in the
Ni plating thickness of the inner surface by executing step
T100 (Ni strike plating process) and step T110 (electro-
lytic Ni plating process) of FIG. 3 while omitting step S120
(electrolytic chromating process) and step T130 (appli-
cation of rust prevention oil) of FIG. 3. These metallic
shells were subjected to a stress corrosion cracking re-
sistance evaluation test.
[0039] First, the metallic shells 1 were manufactured,
by cold forging, from a carbon steel wire SWCH17K for
cold forging specified in JIS G3539. The ground elec-
trodes 4 were welded to the respective metallic shells 1,
followed by degreasing and water washing. Subsequent-
ly, a nickel strike plating process was performed under
the following processing conditions by use of a rotary
barrel.

<Processing conditions of nickel strike plating>

[0040]

• Composition of plating bath

Nickel chloride: 300 g/L
35% hydrochloric acid: 100 ml/L

• Processing temperature (bath temperature): 30°C
• Cathode current density: 0.3 A/dm2

• Processing time: 15 minutes

[0041] Next, an electrolytic nickel plating process was
performed under the following processing conditions by
use of the rotary barrel, thereby forming nickel plating
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layers.

<Processing conditions of electrolytic nickel plating>

[0042]

• Composition of plating bath

Nickel sulfate: 250 g/L
Nickel chloride: 50 g/L
Boric acid: 40 g/L

• Bath pH: 4.0
• Processing temperature (bath temperature): 55°C
• Cathode current density: 0.03-2.4 A/dm2

• Processing time: 5-600 minutes

[0043] FIG. 4 is an explanatory view showing the
processing conditions (processing time and cathode cur-
rent density) of the Ni plating process, the Ni plating thick-
ness, and the results of the stress corrosion cracking
resistance test, with respect to samples S101 to S113
prepared by the above-mentioned processing. FIG. 5
shows the position of measuring the Ni plating thickness.
The groove portions 1h of the samples S101 to S113 had
a horizontal sectional area (hereinafter, called the "cross-
sectional area" or the "orthogonal-to-axis sectional area")
of 28 mm2. The cross-sectional area of the groove portion
1h is the area of an annular section of the groove portion
1h as cut along the horizontal direction in FIG. 5. In meas-
urement of the plating thickness, each of the samples
was cut by a plane which contained the axis; then, the
Ni plating thickness was measured on the outer surface
of the hexagonal portion 1e and on the inner surface of
the lower end of the groove portion 1h (at the forward
end of the inner circumferential surface of the groove
portion 1h) by use of a fluorescent X-ray film thickness
meter. The Ni plating thickness on the outer surface of
the hexagonal portion 1e was fixed to about 5 mm with
respect to all of the samples S101 to S113.
[0044] We can read, from FIG. 4, the effect of the Ni
plating thickness of the inner surface of the groove portion
1h on stress corrosion cracking resistance in the case
where an Ni strike plating process and an Ni plating proc-
ess are performed. In the samples S101 to S113, in order
to vary the plating thickness on the inner surface of the
groove portion 1h while the plating thickness on the outer
surface of the hexagonal portion 1e was held at a fixed
value, the processing time of the Ni plating process was
varied in a range of 7.5 minutes to 555 minutes, and the
cathode current density was varied in a range of 2.4
A/dm2 to 0.032 A/dm2. As a result, the plating thickness
on the inner surface of the groove portion 1h was able
to be varied in a range of 0.05 mm to 2.5 mm. These
samples S101 to S113 were subjected to the following
test for evaluating stress corrosion cracking resistance.
[0045] In order to evaluate stress corrosion cracking
resistance, the following accelerated corrosion test was

conducted. Four holes each having a diameter of about
2 mm were cut in the groove portions 1h of the samples
(metallic shells); subsequently, the insulators, etc., were
fixed by crimping. The holes were cut for allowing entry
of a corrosive solution for test into the metallic shells. The
test conditions of the accelerated corrosion test are as
follows.

<Test conditions of accelerated corrosion test (stress 
corrosion cracking resistance evaluation test)>

[0046]

• Composition of corrosive solution

Calcium nitrate tetrahydrate: 1,036 g
Ammonium nitrate: 36 g
Potassium permanganate: 12 g
Pure water: 116 g

• pH: 3.5-4.5
• Processing temperature: 30 6 10°C

[0047] The reason for adding potassium permanga-
nate as an oxidizer into the corrosive solution is to accel-
erate the corrosion test.
[0048] After the 10-hour test under the above-men-
tioned test conditions, the samples were taken out from
the corrosive solution. Then, the groove portions 1h of
the samples were externally examined by use of a mag-
nifier to see if cracking was generated in the groove por-
tions 1h. When the samples were found to be free from
cracking, the corrosive solution was replaced with a new
one; then, the samples underwent the accelerated cor-
rosion test under the same conditions for another 10
hours. The test was repeated until the cumulative test
time reached 80 hours. As a result of the crimping step,
a large residual stress is generated in the groove portions
1h. Therefore, by means of the accelerated corrosion
test, the groove portions 1h can be evaluated for stress
corrosion cracking resistance. In the samples S101 to
S103 and S109 to S113, cracking occurred in the groove
portions 1h at a cumulative test time of 20 hours or less.
In the samples S104, S107, and S108, cracking occurred
in the groove portions 1h at a cumulative test time of in
excess of 20 hours to less than 50 hours. In the samples
S105 and S106, the groove portions 1h were free from
cracking even when the cumulative test time reached 80
hours. Thus, the following is understandable: in the case
where the Ni strike plating process and the Ni plating
process are performed, while the electrolytic chromating
process and application of rust prevention oil are not per-
formed, in view of stress corrosion cracking resistance,
the Ni plating layer thickness on the inner surface of the
metallic shell is preferably 0.3 mm to 2.0 mm, more pref-
erably 0.4 mm to 1.8 mm.
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(2) Second example (Ni strike plating + Ni plating + elec-
trolytic chromating):

[0049] In the second example, metallic shells were
manufactured by executing step T100 (Ni strike plating
process), step T110 (electrolytic Ni plating process), and
step T120 (electrolytic chromating process) of FIG. 3
while omitting step T130 (application of rust prevention
oil) of FIG. 3. The manufactured metallic shells were sub-
jected to the stress corrosion cracking resistance evalu-
ation test. Processing conditions of steps T100 and T110
were similar to those of the first example. The electrolytic
chromating process of step T120 was performed by use
of a rotary barrel under the following processing condi-
tions, thereby forming a chromate layer on the nickel plat-
ing layer.

<Processing conditions of electrolytic chromating proc-
ess>

[0050]

• Composition of processing bath (chromating
processing solution)

Sodium dichromate: 40 g/L
Solvent: Deionized water

• Processing temperature (bath temperature): 35°C
• Cathode current density: 0.2 A/dm2

• Processing time: 5 minutes

[0051] FIG. 6 is an explanatory view showing the
processing conditions (processing time and cathode cur-
rent density) of the Ni plating process, the Ni plating thick-
ness, and the results of the stress corrosion cracking
resistance test, with respect to samples S201 to S213
prepared by the above-mentioned processing. The
groove portions 1h of the samples S201 to S213 had a
cross-sectional area of 28 mm2. Also, the Ni plating thick-
ness on the outer surface of the hexagonal portion 1e
was fixed to about 5 mm with respect to all of the samples
S201 to S213.
[0052] Also in the second example, similar to the first
example, in order to vary the plating thickness on the
inner surface of the groove portion 1h while the plating
thickness on the outer surface of the hexagonal portion
1e was held at a fixed value, the processing time of the
Ni plating process was varied in a range of 7.5 minutes
to 555 minutes, and the cathode current density was var-
ied in a range of 2.4 A/dm2 to 0.032 A/dm2. As a result,
the plating thickness on the inner surface of the groove
portion 1h was able to be varied in a range of 0.05 mm
to 2.5 mm. These samples S201 to S213 were subjected
to the above-mentioned test for evaluating stress corro-
sion cracking resistance.
[0053] As shown in FIG. 6, in the samples S201, S202,
and S211 to S213, cracking occurred in the groove por-

tions 1h at a cumulative test time of 20 hours or less. In
the samples S203, S209, and S210, cracking occurred
in the groove portions 1h at a cumulative test time of in
excess of 20 hours to less than 50 hours. In the samples
S204 to S208, the groove portions 1h were free from
cracking even when the cumulative test time reached 80
hours. Thus, the following is understandable: in the case
where the Ni strike plating process, the Ni plating proc-
ess, and the electrolytic chromating process are per-
formed, while application of rust prevention oil is not per-
formed, in view of stress corrosion cracking resistance,
the Ni plating layer thickness on the inner surface of the
metallic shell is preferably 0.2 mm to 2.2 mm, and more
preferably 0.3 mm to 2.0 mm. Notably, in the second ex-
ample, as compared with the first example, the preferable
Ni plating thickness range is slightly wider. Conceivably,
this is for the following reason: in the second example,
the chromate layer formed by the electrolytic chromating
process contributes to improvement of stress corrosion
cracking resistance.

(3) Third example (Ni strike plating + Ni plating + rust 
prevention oil):

[0054] In the third example, metallic shells were man-
ufactured by executing step T100 (Ni strike plating proc-
ess), step T110 (electrolytic Ni plating process), and step
T130 (application of rust prevention oil) of FIG. 3 while
omitting step T120 (electrolytic chromating process) of
FIG. 3. The manufactured metallic shells were subjected
to the stress corrosion cracking resistance evaluation
test. Processing conditions of steps T100 and T110 were
similar to those of the first example. In step T130, rust
prevention oil was applied by immersing the metallic
shells in rust prevention oil for 10 seconds.
[0055] FIG. 7 is an explanatory view showing the
processing conditions (processing time and cathode cur-
rent density) of the Ni plating process, the Ni plating thick-
ness, and the results of the stress corrosion cracking
resistance test, with respect to samples S301 to S313
prepared by the above-mentioned processing. The
groove portions 1h of the samples S301 to S313 had a
cross-sectional area of 28 mm2. Also, the Ni plating thick-
ness on the outer surface of the hexagonal portion 1e
was fixed to about 5 mm with respect to all of the samples
S301 to S313.
[0056] Also in the third example, similar to the first and
second examples, in order to vary the plating thickness
on the inner surface of the groove portion 1h while the
plating thickness on the outer surface of the hexagonal
portion 1e was held at a fixed value, the processing time
of the Ni plating process was varied in a range of 7.5
minutes to 555 minutes, and the cathode current density
was varied in a range of 2.4 A/dm2 to 0.032 A/dm2. As a
result, the plating thickness on the inner surface of the
groove portion 1h was able to be varied in a range of
0.05 mm to 2.5 mm. These samples S301 to S313 were
subjected to the above-mentioned test for evaluating
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stress corrosion cracking resistance.
[0057] As shown in FIG. 7, in the samples S301, S302,
and S311 to S313, cracking occurred in the groove por-
tions 1h at a cumulative test time of 20 hours or less. In
the samples S303, S309, and S310, cracking occurred
in the groove portions 1h at a cumulative test time in
excess of 20 hours to less than 50 hours. In the samples
S304 to S308, the groove portions 1h were free from
cracking even when the cumulative test time reached 80
hours. Thus, the following is understandable: in the case
where the Ni strike plating process, the Ni plating proc-
ess, and application of rust prevention oil are performed,
while the electrolytic chromating process is not per-
formed, in view of stress corrosion cracking resistance,
the Ni plating layer thickness on the inner surface of the
metallic shell is preferably 0.2 mm to 2.2 mm, and more
preferably 0.3 mm to 2.0 mm. Notably, in the third exam-
ple, as compared with the first example, the preferable
Ni plating thickness range is slightly wider. Conceivably,
this is for the following reason: in the third example, the
layer of applied rust prevention oil contributes to improve-
ment of stress corrosion cracking resistance.

(4) Fourth example (Ni strike plating + Ni plating + elec-
trolytic chromating + rust prevention oil):

[0058] In the fourth example, metallic shells were man-
ufactured by executing all of steps T100 to T130 of FIG.
3. The manufactured metallic shells were subjected to
the stress corrosion cracking resistance evaluation test.
Processing conditions of steps T100 and T110 were sim-
ilar to those of the first example; processing conditions
of step T120 were similar to those of the second example;
and processing conditions of step T130 were similar to
those of the third example.
[0059] FIG. 8 is an explanatory view showing the
processing conditions (processing time and cathode cur-
rent density) of the Ni plating process, the Ni plating thick-
ness, and the results of the stress corrosion cracking
resistance test, with respect to samples S401 to S413
prepared by the above-mentioned processing. The
groove portions 1h of the samples S401 to S413 had a
cross-sectional area of 28 mm2. Also, the Ni plating thick-
ness on the outer surface of the hexagonal portion 1e
was fixed to about 5 mm with respect to all of the samples
S401 to S413.
[0060] Also in the fourth example, similar to the first
and third examples, in order to vary the plating thickness
on the inner surface of the groove portion 1h while the
plating thickness on the outer surface of the hexagonal
portion 1e was held at a fixed value, the processing time
of the Ni plating process was varied in a range of 7.5
minutes to 555 minutes, and the cathode current density
was varied in a range of 2.4 A/dm2 to 0.032 A/dm2. As a
result, the plating thickness on the inner surface of the
groove portion 1h was able to be varied in a range of
0.05 mm to 2.5 mm. These samples S401 to S413 were
subjected to the above-mentioned test for evaluating

stress corrosion cracking resistance.
[0061] As shown in FIG. 8, in the samples S401 and
S413, cracking occurred in the groove portions 1h at a
cumulative test time of 20 hours or less. In the samples
S402, S411, and S412, cracking occurred in the groove
portions 1h at a cumulative test time in excess of 20 hours
to less than 50 hours. In the samples S403 to S410, the
groove portions 1h were free from cracking even when
the cumulative test time reached 80 hours. Thus, the fol-
lowing is understandable: in the case where all of the Ni
strike plating process, the Ni plating process, the elec-
trolytic chromating process, and application of rust pre-
vention oil are performed, in view of stress corrosion
cracking resistance, the Ni plating layer thickness on the
inner surface of the metallic shell is preferably 0.1 mm to
2.4 mm, and more preferably 0.2 mm to 2.2 um. Notably,
in the fourth example, as compared with the first to third
examples, the preferable Ni plating thickness range is
further widened. Conceivably, this is for the following rea-
son: in the fourth example, both of the chromate layer
and the layer of applied rust prevention oil contribute to
improvement of stress corrosion cracking resistance.

(5) Fifth example (effect of Ni plating thickness of outer 
surface):

[0062] In the first to fourth examples mentioned above,
the plating thickness of the outer surface of the metallic
shell was held at a fixed value of 5 mm; however, in the
fifth example, corrosion resistance and plating peeling
resistance evaluation tests were conducted for the case
where the plating thickness of the outer surface of the
metallic shell was varied.
[0063] FIG. 9 is an explanatory view showing the
processing conditions (processing time and cathode cur-
rent density) of the Ni plating process, the Ni plating thick-
ness, and the results of the corrosion resistance and plat-
ing peeling resistance tests, with respect to the samples
of the fifth example. Metallic shells were manufactured
by executing step T100 (Ni strike plating process) and
step T110 (electrolytic Ni plating process) in the manu-
facturing process of FIG. 3 while omitting step S120 (elec-
trolytic chromating process) and step T130 (application
of rust prevention oil) in the manufacturing process.
Processing conditions of steps T100 and T110 were sim-
ilar to those of the first example. In manufacture of sam-
ples S501 to S509, the processing time of the Ni plating
process was varied in a range of 16 minutes to 160 min-
utes, and the cathode current density was held at a fixed
value of 0.45 A/dm2. As a result, the plating thickness on
the outer surface of the hexagonal portion 1e was able
to be varied in a range of 2 mm to 20 mm, and the plating
thickness on the inner surface of the groove portion 1h
was able to be held at a fixed value of about 0.3 mm.
These samples S501 to S509 were subjected to the fol-
lowing corrosion resistance (salt corrosion resistance)
and plating peeling resistance evaluation tests.
[0064] In order to evaluate corrosion resistance, the
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neutral salt water spray test specified in JIS H8502 was
conducted. In this test, after a 48-hour salt spray test,
there was measured the percentage of a red-rusted area
to the surface area of the metallic shell of a sample. The
percentage of a red-rusted area was calculated as fol-
lows: a sample after the test was photographed; there
were measured a red-rusted area Sa in the photograph
and an area Sb of the metallic shell in the photograph;
and the ratio Sa/Sb was calculated, thereby obtaining a
red-rusted area percentage. The sample S501 exhibited
a red-rusted area percentage of in excess of 10%. The
samples S502 and S503 exhibited a red-rusted area per-
centage of in excess of 5% to 10% or less. The sample
S504 exhibited a red-rusted area percentage of in excess
of 0% to 5% or less. The samples S505 to S509 were
free from red rust. In the case where the Ni strike plating
process and the Ni plating process are performed, while
the electrolytic chromating process and application of
rust prevention oil are not performed, in view of salt cor-
rosion resistance, the Ni plating thickness of the outer
surface of the metallic shell is preferably 3 mm or more,
more preferably 5 mm or more, and most preferably 9
mm or more.
[0065] In the plating peeling resistance test, the insu-
lators, etc., were fixed to the metallic shells of the samples
by crimping; subsequently, the crimp portions 1d were
inspected for a state of plating for evaluation. Specifically,
there was measured the percentage of an area where
lifting of plating is observed (hereinafter referred to as
the "plating lifting area") to the surface area of the crimp
portion 1d. Similar to the measurement of the red-rusted
area percentage mentioned above, this measurement
was performed by use of photographs. The samples
S501 to S506 were free from lifting or peeling of plating,
whereas the samples S507 to S509 suffered from lifting
or peeling of plating. In the case where the Ni strike plating
process and the Ni plating process are performed, while
the electrolytic chromating process and application of
rust prevention oil are not performed, in view of plating
peeling resistance, preferably, the Ni plating thickness
of the outer surface of the metallic shell is 15 mm or less.
[0066] From the results shown in FIG. 9, in view of both
of corrosion resistance (salt corrosion resistance) and
plating peeling resistance, the Ni plating thickness of the
outer surface of the metallic shell is preferably a range
of 3 mm to 15 mm, more preferably a range of 5 mm to
15 mm, and most preferably a range of 9 mm to 15 mm.
[0067] FIG. 10 shows the results of the corrosion re-
sistance and plating peeling resistance evaluation tests
on the metallic shells which were manufactured by exe-
cuting all of steps T100 to T130 of FIG. 3. Processing
conditions of steps T100 and T110 were similar to those
of the first example; processing conditions of step T120
were similar to those of the second example; and
processing conditions of step T130 were similar to those
of the third example. In manufacture of samples S601 to
S609, similar to FIG. 9, the processing time of the Ni
plating process was varied in a range of 16 minutes to

160 minutes, and the cathode current density was held
at a fixed value of 0.45 A/dm2. As a result, the plating
thickness on the outer surface of the hexagonal portion
1e was able to be varied in a range of 2 mm to 20 mm,
and the plating thickness on the inner surface of the
groove portion 1h was able to be held at a fixed value of
about 0.3 mm. These samples S601 to S609 were sub-
jected to the above-mentioned corrosion resistance and
plating peeling resistance evaluation tests.
[0068] In the corrosion resistance test, the sample
S601 exhibited a red-rusted area percentage of in excess
of 10%. The sample S602 exhibited a red-rusted area
percentage of in excess of 5% to 10% or less. The sample
S603 exhibited a red-rusted area percentage of in excess
of 0% to 5% or less. The samples S604 to S609 were
free from red rust. In the case where all of the Ni strike
plating process, the Ni plating process, the electrolytic
chromating process, and application of rust prevention
oil are performed, in view of salt corrosion resistance,
the Ni plating thickness of the outer surface of the metallic
shell is preferably 3 mm or more, more preferably 4 mm
or more, and most preferably 5 mm or more.
[0069] In the plating peeling resistance test, the sam-
ples S601 to S606 were free from lifting or peeling of
plating, whereas the samples S607 to S609 suffered from
lifting or peeling of plating. Even in the case where all of
the Ni strike plating process, the Ni plating process, the
electrolytic chromating process, and application of rust
prevention oil are performed, in view of plating peeling
resistance, preferably, the Ni plating thickness of the out-
er surface of the metallic shell is 15 mm or less.
[0070] From the results shown in FIG. 10, in view of
both of corrosion resistance and plating peeling resist-
ance, the Ni plating thickness of the outer surface of the
metallic shell is preferably 3 mm to 15 mm, more prefer-
ably 4 mm to 15 mm, and most preferably 5 mm to 15 mm.

(6) Sixth example (effect of whether or not Ni strike plating 
is provided):

[0071] In the sixth example, the effect of whether or
not the Ni strike plating process is provided, on stress
corrosion cracking resistance was evaluated. FIG. 11 is
an explanatory view showing the experimental results of
the sixth example. The sixth example compared the case
where all of the processes of steps T100 to T130 of FIG.
3 were performed, and the case where step T100 (Ni
strike plating process) was omitted, while the processes
of other steps T110 to T130 were performed. Processing
conditions of steps T100 and T110 were similar to those
of the first example; processing conditions of step T120
were similar to those of the second example; and
processing conditions of step T130 were similar to those
of the third example.
[0072] As shown in FIG. 11, there were tested a group
of samples having a large Ni plating thickness on the
inner surface of the metallic shell and a group of samples
having a small Ni plating thickness on the inner surface
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of the metallic shell. In the group of samples having a
large Ni plating thickness on the inner surface of the me-
tallic shell, the Ni plating thickness on the outer surface
of the hexagonal portion 1e was 5 mm, and the Ni plating
thickness on the inner surface of the groove portion 1h
was 0.3 mm. In order to attain these plating thicknesses,
the Ni plating process in step T110 employed a plating
time of 40 minutes and a cathode current density of 0.45
A/dm2. In the group of samples having a small Ni plating
thickness on the inner surface of the metallic shell, the
Ni plating thickness on the outer surface of the hexagonal
portion 1e was 5 mm, and the Ni plating thickness on the
inner surface of the groove portion 1h was 0.1 mm. In
order to attain these plating thicknesses, the Ni plating
process in step T110 employed a plating time of 15 min-
utes and a cathode current density of 1.2 A/dm2.
[0073] These two groups of samples were subjected
to the above-mentioned stress corrosion cracking resist-
ance evaluation test. In this evaluation test, after the
elapse of a test time of 24 hours, 100 samples were ex-
amined for the number of samples suffering from crack-
ing. In the group of samples having a large Ni plating
thickness on the inner surface of the metallic shell, the
number of samples suffering from cracking was zero re-
gardless of whether or not the Ni strike plating process
was performed. As for the group of samples having a
small Ni plating thickness on the inner surface of the me-
tallic shell, in the case where the Ni strike plating process
was performed, 80 of 100 samples suffered from crack-
ing, and, in the case where the Ni strike plating process
was omitted, 95 of 100 samples suffered from cracking.
These test results indicate that the Ni strike plating proc-
ess somewhat improves stress corrosion cracking resist-
ance. A conceivable reason for improvement of stress
corrosion cracking resistance is that the Ni strike plating
process fills pinholes in the surface of the metallic shell,
thereby improving smoothness of the surface. However,
it is understandable that the employment of a sufficiently
large Ni plating thickness on the inner surface can ensure
sufficient stress corrosion cracking resistance without
need to perform the Ni strike plating process.

(7) Seventh example (effect of cross-sectional area of 
groove portion):

[0074] In the seventh example, the effect of the cross-
sectional area of the groove portion 1h on stress corro-
sion cracking resistance was evaluated. FIG. 12 is an
explanatory view showing the experimental results of the
seventh example. In the seventh example, metallic shell
samples were prepared by performing all of the process-
es of steps T100 to T130 of FIG. 3. Processing conditions
of steps T100 and T110 were similar to those of the first
example; processing conditions of step T120 were similar
to those of the second example; and processing condi-
tions of step T130 were similar to those of the third ex-
ample.
[0075] As shown in FIG. 12, similar to FIG. 11, there

were tested a group of samples having a large Ni plating
thickness on the inner surface of the metallic shell and a
group of samples having a small Ni plating thickness on
the inner surface of the metallic shell. In the group of
samples having a large Ni plating thickness on the inner
surface of the metallic shell, the Ni plating thickness on
the outer surface of the hexagonal portion 1e was 5 mm,
and the Ni plating thickness on the inner surface of the
groove portion 1h was 0.3 mm. In order to attain these
plating thicknesses, the Ni plating process in step T110
employed a plating time of 40 minutes and a cathode
current density of 0.45 A/dm2. In the group of samples
having a small Ni plating thickness on the inner surface
of the metallic shell, the Ni plating thickness on the outer
surface of the hexagonal portion 1e was 5 mm, and the
Ni plating thickness on the inner surface of the groove
portion 1h was 0.1 mm. In order to attain these plating
thicknesses, the Ni plating process in step T110 em-
ployed a plating time of 15 minutes and a cathode current
density of 1.2 A/dm2. The metallic shell samples in each
group were prepared in such a manner as to be divided
into subgroups which differed in the cross-sectional area
of the groove portion 1h, ranging from 20 mm2 to 44 mm2.
[0076] These two groups of samples were subjected
to the above-mentioned stress corrosion cracking resist-
ance evaluation test. In this evaluation test, after the
elapse of a test time of 24 hours, 100 samples were ex-
amined for the number of samples suffering from crack-
ing. In the group of samples having a large Ni plating
thickness on the inner surface of the metallic shell, the
number of samples suffering from cracking was zero re-
gardless of the cross-sectional area of the groove portion
1h. As for the group of samples having a small Ni plating
thickness on the inner surface of the metallic shell, crack-
ing occurred in samples in the subgroups having a cross-
sectional area of the groove portion 1h of 20 mm2 to 36
mm2. It is understandable from these test results that
employment of a large Ni plating thickness on the inner
surface of the metallic shell is particularly effective for
the metallic shells having a cross-sectional area of the
groove portion 1h of 36 mm2 or less.

(8) Eighth example (effect of height of groove portion):

[0077] In the eighth example, the effect of the height
of the groove portion 1h on stress corrosion cracking re-
sistance was evaluated. FIG. 13 is an explanatory view
showing the experimental results of the eighth example.
In the eighth example, metallic shell samples were pre-
pared by performing all of the processes of steps T100
to T130 of FIG. 3 under the same processing conditions
as those of the seventh example.
[0078] As shown in FIG. 13, similar to FIG. 12, there
were tested a group of samples having a large Ni plating
thickness on the inner surface of the metallic shell and a
group of samples having a small Ni plating thickness on
the inner surface of the metallic shell. The Ni plating thick-
nesses and the conditions of preparing the samples are
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similar to those of the seventh example. These two
groups of samples were subjected to the above-men-
tioned stress corrosion cracking resistance evaluation
test. In this evaluation test, similar to the fourth example,
stress corrosion cracking resistance was judged by time
that elapsed before occurrence of cracking in the groove
portion 1h. In the group of samples having a large Ni
plating thickness on the inner surface of the metallic shell,
the samples having a height (an axial length) of the
groove portion 1h of 3 mm to 6.5 mm were free from
cracking of the groove portion 1h even when the cumu-
lative test time reached 80 hours. In the sample having
a height of the groove portion 1h of 7 mm, cracking oc-
curred at a cumulative test time of 20 hours to 50 hours.
Meanwhile, in the group of samples having a small Ni
plating thickness on the inner surface of the metallic shell,
all of the samples having a height of the groove portion
1h of 3 mm to 7 mm suffered from cracking at a cumulative
test time of 20 hours or less. Particularly, in the samples
having a height of the groove portion 1h of 3.5 mm to 7
mm, cracking occurred at a cumulative test time of 10
hours or less. It is understandable from these test results
that employment of a large Ni plating thickness on the
inner surface of the metallic shell is particularly effective
for the metallic shells having a height of the groove por-
tion 1h of 3.5 mm to 6.5 mm.

DESCRIPTION OF REFERENCE NUMERALS

[0079]

1: metallic shell
1c: engagement portion
1d: crimp portion
1e: hexagonal portion (tool engagement portion)
1f: gas seal portion (flange portion)
1h: groove portion (thin-walled portion)
1p: insertion opening portion
2: insulator (ceramic insulator)
2e: projection
2h: engagement portion
2n: end surface
3: center electrode
4: ground electrode
6: through hole
7: threaded portion
13: metal terminal
15: resistor
16, 17: electrically conductive glass seal layer
30: gasket
60: ring packing
61: filler layer
62: ring packing
63: sheet packing
100: spark plug
111: die
200: prospective crimp portion

Claims

1. A spark plug (100) comprising:

a tubular ceramic insulator (2) having an axial
bore extending therethrough in an axial direc-
tion;
a center electrode (3) disposed at a forward end
portion of the axial bore; and
a metallic shell (1) provided around the ceramic
insulator (2);
wherein the metallic shell (1) has:

a tool engagement portion (1e) projecting
outward and having a polygonal orthogonal-
to-axis sectional shape; and
a gas seal portion (If) projecting outward;

the spark plug being characterized in that
the metal shell (1) has a groove portion (1h)
formed between the tool engagement portion
(1e) and the gas seal portion (If) and having an
orthogonal-to-axis sectional area of 36 mm2 or
less;
the metallic shell (1) is covered with a nickel plat-
ing layer; and
as measured at a forward end of an inner cir-
cumferential surface of the groove portion (1h),
the nickel plating layer has a thickness of 0.3
mm to 2.0 mm.

2. A spark plug (100) comprising:

a tubular ceramic insulator (2) having an axial
bore extending therethrough in an axial direc-
tion;
a center electrode (3) disposed at a forward end
portion of the axial bore; and
a metallic shell (1) provided around the ceramic
insulator (2);
wherein the metallic shell (1) has:

a tool engagement portion (1e) projecting
outward and having a polygonal orthogonal-
to-axis sectional shape; and
a gas seal portion (If) projecting outward;

the spark plug (100) being characterized in
that:

the metallic shell (1) has a groove portion
(1h) formed between the tool engagement
portion (1e) and the gas seal portion (If) and
having an orthogonal-to-axis sectional area
of 36 mm2 or less;
the metallic shell (1) is covered with a nickel
plating layer and has a chromium-contain-
ing layer formed on the nickel plating layer;
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and
as measured at a forward end of an inner
circumferential surface of the groove por-
tion (1h), the nickel plating layer has a thick-
ness of 0.2 mm to 2.2 mm.

3. A spark plug (100) comprising:

a tubular ceramic insulator (2) having an axial
bore extending therethrough in an axial direc-
tion;
a center electrode (3) disposed at a forward end
portion of the axial bore; and
a metallic shell (1) provided around the ceramic
insulator (2);
wherein the metallic shell (1) has:

a tool engagement portion (1e) projecting
outward and having a polygonal orthogonal-
to-axis sectional shape; and
a gas seal portion (If) projecting outward;

the spark plug (100) being characterized in
that:

the metallic shell (1) has a groove portion
(1h) formed between the tool engagement
portion (1e) and the gas seal portion (If) and
having an orthogonal-to-axis sectional area
of 36 mm2 or less;
the metallic shell (1) is covered with a nickel
plating layer and has rust prevention oil ap-
plied onto the nickel plating layer; and
as measured at a forward end of an inner
circumferential surface of the groove por-
tion (1h), the nickel plating layer has a thick-
ness of 0.2 mm to 2.2 mm.

4. A spark plug (100) comprising:

a tubular ceramic insulator (2) having an axial
bore extending therethrough in an axial direc-
tion;
a center electrode (3) disposed at a forward end
portion of the axial bore; and
a metallic shell (1) provided around the ceramic
insulator (2);
wherein the metallic shell (1) has:

a tool engagement portion (1e) projecting
outward and having a polygonal orthogonal-
to-axis sectional shape; and
a gas seal portion (If) projecting outward;

the spark plug (100) being characterized in
that:

the metallic shell (1) has a groove portion

(1h) formed between the tool engagement
portion (1e) and the gas seal portion (If) and
having an orthogonal-to-axis sectional area
of 36 mm2 or less;
the metallic shell (1) is covered with a nickel
plating layer and has a chromium-contain-
ing layer formed on the nickel plating layer,
and rust prevention oil applied onto the
chromium-containing layer; and
as measured at a forward end of an inner
circumferential surface of the groove por-
tion (1h), the nickel plating layer has a thick-
ness of 0.1 mm to 2.4 mm.

5. A spark plug (100) according to claim 3 or 4, wherein
the rust prevention oil contains at least one of C (min-
eral oil), Ba, Ca, Na, and S.

6. A spark plug (100) according to claim 2 or 3, wherein
the nickel plating layer has a thickness of 0.3 mm to
2.0 mm.

7. A spark plug (100) according to any one of claims 1
to 6, wherein, as measured on an outer surface of
the tool engagement portion (1e), the nickel plating
layer has a thickness of 3 mm to 15 mm.

8. A spark plug (100) according to any one of claims 1
to 7, wherein the metallic shell (1) and the insulator
accommodated in the metallic shell (1) are fitted to-
gether by hot crimping.

9. A spark plug (100) according to any one of claims 1
to 8, wherein the groove portion (1h) has a height of
3.5 mm to 6.5 mm as measured in the axial direction.

Patentansprüche

1. Zündkerze (100), aufweisend:

einen rohrförmigen keramischen Isolator (2),
der eine axiale Bohrung aufweist, die sich in eine
axiale Richtung durch ihn hindurch erstreckt;
eine Mittelelektrode (3), die an einem vorderen
Endabschnitt der axialen Bohrung angeordnet
ist; und
ein Metallgehäuse (1), das um den keramischen
Isolator (2) herum bereitgestellt ist;
wobei das Metallgehäuse (1) aufweist:

einen Werkzeugeingriffsabschnitt (1e), der
nach außen vorragt und eine polygonale,
zur Achse orthogonale Schnittform auf-
weist;
einen Gasabdichtungsabschnitt (1f), der
nach außen vorragt;
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wobei die Zündkerze (100) dadurch gekenn-
zeichnet ist, dass
das Metallgehäuse einen Nutabschnitt (1h) auf-
weist, der zwischen dem Werkzeugeingriffsab-
schnitt (1e) und dem Gasabdichtungsabschnitt
(1f) ausgebildet ist und eine zur Achse orthogo-
nale Schnittfläche von 36 mm2 oder weniger auf-
weist,
das Metallgehäuse (1) mit einer Nickelplattie-
rungsschicht bedeckt ist; und
an einem vorderen Ende einer Innenumfangs-
oberfläche des Nutabschnitts (1h) gemessen,
die Nickelplattierungsschicht eine Dicke von 0,3
mm bis 2,0 mm aufweist.

2. Zündkerze (100), aufweisend:

einen rohrförmigen keramischen Isolator (2),
der eine axiale Bohrung aufweist, die sich in eine
axiale Richtung durch ihn hindurch erstreckt;
eine Mittelelektrode (3), die an einem vorderen
Endabschnitt der axialen Bohrung angeordnet
ist; und
ein Metallgehäuse (1), das um den keramischen
Isolator (2) herum bereitgestellt ist;
wobei das Metallgehäuse (1) aufweist:

einen Werkzeugeingriffsabschnitt (1e), der
nach außen vorragt und eine polygonale,
zur Achse orthogonale Schnittform auf-
weist; und
einen Gasabdichtungsabschnitt (1f), der
nach außen vorragt;

wobei die Zündkerze (100) dadurch gekenn-
zeichnet ist, dass
das Metallgehäuse einen Nutabschnitt (1h) auf-
weist, der zwischen dem Werkzeugeingriffsab-
schnitt (1e) und dem Gasabdichtungsabschnitt
(1f) ausgebildet ist und eine zur Achse orthogo-
nale Schnittfläche von 36 mm2 oder weniger auf-
weist;
das Metallgehäuse (1) mit einer Nickelplattie-
rungsschicht bedeckt ist und eine Chrom ent-
haltende Schicht aufweist, die auf der Nickel-
plattierungsschicht ausgebildet ist; und
an einem vorderen Ende einer Innenumfangs-
oberfläche des Nutabschnitts (1h) gemessen,
die Nickelplattierungsschicht eine Dicke von 0,2
mm bis 2,2 mm aufweist.

3. Zündkerze (100), aufweisend:

einen rohrförmigen keramischen Isolator (2),
der eine axiale Bohrung aufweist, die sich in eine
axiale Richtung durch ihn hindurch erstreckt;
eine Mittelelektrode (3), die an einem vorderen
Endabschnitt der axialen Bohrung angeordnet

ist; und
ein Metallgehäuse (1), das um den keramischen
Isolator (2) herum bereitgestellt ist;
wobei das Metallgehäuse (1) aufweist:

einen Werkzeugeingriffsabschnitt (1e), der
nach außen vorragt und eine polygonale,
zur Achse orthogonale Schnittform auf-
weist; und
einen Gasabdichtungsabschnitt (1f), der
nach außen vorragt;

wobei die Zündkerze (100) dadurch gekenn-
zeichnet ist, dass
das Metallgehäuse einen Nutabschnitt (1h) auf-
weist, der zwischen dem Werkzeugeingriffsab-
schnitt (1e) und dem Gasabdichtungsabschnitt
(1f) ausgebildet ist und eine zur Achse orthogo-
nale Schnittfläche von 36 mm2 oder weniger auf-
weist;
das Metallgehäuse (1) mit einer Nickelplattie-
rungsschicht bedeckt ist und ein auf die Nickel-
plattierungsschicht aufgebrachtes Rostschutzöl
aufweist; und
an einem vorderen Ende einer Innenumfangs-
oberfläche des Nutabschnitts (1h) gemessen,
die Nickelplattierungsschicht eine Dicke von 0,2
mm bis 2,2 mm aufweist.

4. Zündkerze (100), aufweisend:

einen rohrförmigen keramischen Isolator (2),
der eine axiale Bohrung aufweist, die sich in eine
axiale Richtung durch ihn hindurch erstreckt;
eine Mittelelektrode (3), die an einem vorderen
Endabschnitt der axialen Bohrung angeordnet
ist; und
ein Metallgehäuse (1), das um den keramischen
Isolator (2) herum bereitgestellt ist;
wobei das Metallgehäuse (1) aufweist:

einen Werkzeugeingriffsabschnitt (1e), der
nach außen vorragt und eine polygonale,
zur Achse orthogonale Schnittform auf-
weist; und
einen Gasabdichtungsabschnitt (1f), der
nach außen vorragt;

wobei die Zündkerze (100) dadurch gekenn-
zeichnet ist, dass
das Metallgehäuse einen Nutabschnitt (1h), der
zwischen dem Werkzeugeingriffsabschnitt (1e)
und dem Gasabdichtungsabschnitt (1f) ausge-
bildet ist und eine zur Achse orthogonale
Schnittfläche von 36 mm2 oder weniger auf-
weist;
das Metallgehäuse (1) mit einer Nickelplattie-
rungsschicht bedeckt ist und eine Chrom ent-
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haltende Schicht, die auf der Nickelplattierungs-
schicht ausgebildet ist, und auf die Chrom ent-
haltende Schicht aufgebrachtes Rostschutzöl
aufweist; und
an einem vorderen Ende einer Innenumfangs-
oberfläche des Nutabschnitts (1h) gemessen,
die Nickelplattierungsschicht eine Dicke von 0,1
mm bis 2,4 mm aufweist.

5. Zündkerze (100) nach Anspruch 3 oder 4, wobei das
Rostschutzöl zumindest eines von C (Mineralöl), Ba,
Ca, Na und S enthält.

6. Zündkerze (100) nach Anspruch 2 oder 3, wobei die
Nickelplattierungsschicht eine Dicke von 0,3 mm bis
2,0 mm aufweist.

7. Zündkerze (100) nach einem der Ansprüche 1 bis 6,
wobei, auf einer äußeren Oberfläche des Werkzeu-
geingriffsabschnitts (1e) gemessen, die Nickelplat-
tierungsschicht eine Dicke von 3 mm bis 15 mm auf-
weist.

8. Zündkerze (100) nach einem der Ansprüche 1 bis 7,
wobei das Metallgehäuse (1) und der im Metallge-
häuse (1) untergebrachte Isolator durch Heißcrim-
pen zusammengefügt sind.

9. Zündkerze (100) nach einem der Ansprüche 1 bis 8,
wobei der Nutabschnitt (1h) eine Höhe von 3,5 mm
bis 6,5 mm wie in die axiale Richtung gemessen auf-
weist.

Revendications

1. Bougie d’allumage (100) comprenant :

un isolant en céramique tubulaire (2) ayant un
alésage axial s’étendant à travers ce dernier
dans une direction axiale ;
une électrode centrale (3) disposée au niveau
d’une partie d’extrémité avant de l’alésage
axial ; et
une coque métallique (1) prévue autour de l’iso-
lant en céramique (2) ;
la coque métallique (1) a :

une partie de mise en prise d’outil (le) fai-
sant saillie vers l’extérieur et ayant une for-
me transversale polygonale orthogonale
par rapport à l’axe ;
une partie de joint d’étanchéité au gaz (1f)
faisant saillie vers l’extérieur ;

la bougie d’allumage (100) étant caractérisée
en ce que :

la coque métallique (1) a une partie de rai-
nure (1h) formée entre la partie de mise en
prise d’outil (le) et la partie de joint d’étan-
chéité au gaz (1f) et ayant une surface
transversale orthogonale par rapport à l’axe
de 36 mm2 ou moins ;
la coque métallique (1) est recouverte avec
une couche de plaquage de nickel ; et
telle que mesurée au niveau d’une extrémi-
té avant d’une surface circonférentielle in-
terne de la partie de rainure (1h), la couche
de plaquage de nickel a une épaisseur de
0,3 mm à 2,0 mm.

2. Bougie d’allumage (100) comprenant :

un isolant en céramique tubulaire (2) ayant un
alésage axial s’étendant à travers ce dernier
dans une direction axiale ;
une électrode centrale (3) disposée au niveau
d’une partie d’extrémité avant de l’alésage
axial ; et
une coque métallique (1) prévue autour de l’iso-
lant en céramique (2) ;
la coque métallique (1) a :

une partie de mise en prise d’outil (le) fai-
sant saillie vers l’extérieur et ayant une for-
me transversale polygonale orthogonale
par rapport à l’axe ;
une partie de joint d’étanchéité au gaz (1f)
faisant saillie vers l’extérieur ;
la bougie d’allumage (100) étant caractéri-
sée en ce que :

la coque métallique (1) a une partie de
rainure (1h) formée entre la partie de
mise en prise d’outil (le) et la partie de
joint d’étanchéité au gaz (1f) et ayant
une surface transversale orthogonale
par rapport à l’axe de 36 mm2 ou
moins ;

la bougie d’allumage (100) étant caractéri-
sée en ce que :

la coque métallique (1) est recouverte
avec une couche de plaquage de nickel
et a une couche contenant du chrome
formée sur la couche de plaquage de
nickel ; et
telle que mesurée au niveau d’une ex-
trémité avant d’une surface circonfé-
rentielle interne de la partie de rainure
(1h), la couche de plaquage de nickel
a une épaisseur de 0,2 mm à 2,2 mm.

3. Bougie d’allumage (100) comprenant :
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un isolant en céramique tubulaire (2) ayant un
alésage axial s’étendant à travers ce dernier
dans une direction axiale ;
une électrode centrale (3) disposée au niveau
d’une partie d’extrémité avant de l’alésage
axial ; et
une coque métallique (1) prévue autour de l’iso-
lant en céramique (2) ;
la coque métallique (1) a :

une partie de mise en prise d’outil (le) fai-
sant saillie vers l’extérieur et ayant une for-
me transversale polygonale orthogonale
par rapport à l’axe ;
une partie de joint d’étanchéité au gaz (1f)
faisant saillie vers l’extérieur ;

la bougie d’allumage (100) étant caractérisée
en ce que :

la coque métallique (1) a une partie de rai-
nure (1h) formée entre la partie de mise en
prise d’outil (le) et
la partie de joint d’étanchéité au gaz (1f) et
ayant une surface transversale orthogonale
par rapport à l’axe de 36 mm2 ou moins ;

la bougie d’allumage (100) étant caractérisée
en ce que :

la coque métallique (1) est recouverte avec
une couche de plaquage de nickel et a une
huile antirouille appliquée sur la couche de
plaquage de nickel ; et
telle que mesurée au niveau d’une extrémi-
té avant d’une surface circonférentielle in-
terne de la partie de rainure (1h), la couche
de plaquage de nickel a une épaisseur de
0,2 mm à 2,2 mm.

4. Bougie d’allumage (100) comprenant :

un isolant en céramique tubulaire (2) ayant un
alésage axial s’étendant à travers ce dernier
dans une direction axiale ;
une électrode centrale (3) disposée au niveau
d’une partie d’extrémité avant de l’alésage
axial ; et
une coque métallique (1) prévue autour de l’iso-
lant en céramique (2) ;
la coque métallique (1) a :

une partie de mise en prise d’outil (le) fai-
sant saillie vers l’extérieur et ayant une for-
me transversale polygonale orthogonale
par rapport à l’axe ; et
une partie de joint d’étanchéité au gaz (1f)
faisant saillie vers l’extérieur ;

la bougie d’allumage (100) étant caractérisée
en ce que :

la coque métallique (1) a une partie de rai-
nure (1h) formée entre la partie de mise en
prise d’outil (le) et la partie de joint d’étan-
chéité au gaz (1f) et ayant une surface
transversale orthogonale par rapport à l’axe
de 36 mm2 ou moins ;

la bougie d’allumage (100) étant caractérisée
en ce que :

la coque métallique (1) est recouverte avec
une couche de plaquage de nickel et a une
couche contenant du chrome formée sur la
couche de plaquage de nickel, et une huile
antirouille appliquée sur la couche conte-
nant du chrome ; et
telle que mesurée au niveau d’une extrémi-
té avant d’une surface circonférentielle in-
terne de la partie de rainure (1h), la couche
de plaquage de nickel a une épaisseur de
0,1 mm à 2,4 mm.

5. Bougie d’allumage (100) selon la revendication 3 ou
4, dans laquelle l’huile antirouille contient au moins
l’un parmi C (huile minérale), Ba, Ca, Na et S.

6. Bougie d’allumage (100) selon la revendication 2 ou
3, dans laquelle la couche de plaquage de nickel a
une épaisseur de 0,3 mm à 2,0 mm.

7. Bougie d’allumage (100) selon l’une quelconque des
revendications 1 à 6, dans laquelle, telle que mesu-
rée sur une surface externe de la partie de mise en
prise d’outil (1e), la couche de plaquage de nickel a
une épaisseur de 3 mm à 15 mm.

8. Bougie d’allumage (100) selon l’une quelconque des
revendications 1 à 7, dans laquelle la coque métal-
lique (1) et l’isolant logé dans la coque métallique
(1) sont ajustés ensemble par sertissage à chaud.

9. Bougie d’allumage (100) selon l’une quelconque des
revendications 1 à 8, dans laquelle la partie de rai-
nure (1h) a une hauteur de 3,5 mm à 6,5 mm, telle
que mesurée dans la direction axiale.
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