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Description

TECHNICAL FIELD

[0001] The present invention relates to a cross universal joint (Cardin joint) for connecting rotating shafts of a steering
apparatus for an automobile so as to be able to transmit torque.

BACKGROUND ART

[0002] As illustrated in FIG. 11, a steering apparatus for an automobile is constructed such that rotation of a steering
wheel 1 is transmitted to an input shaft 3 of a steering gear unit 2, and as the input shaft 3 rotates, a pair of left and right
tie rods 4 are pushed or pulled, which applies a steering angle to steered wheels (front wheels). The steering wheel 1
is supported by and fastened to the rear end section of a steering shaft 5, and that steering shaft 5 is inserted in the
axial direction through a steering column 6, and is supported by this steering column 6 so as to be able to rotate freely.
Moreover, the front end section of the steering shaft 5 is connected to the rear end section of an intermediate shaft 8
by way of a universal joint 7, and the front end section of this intermediate shaft 8 is connected to the input shaft 3 by
way of another universal joint 9. In the example in the figure, an electric power-steering apparatus, having an electric
motor 10 as an auxiliary power source, is assembled in order to reduce the force required for operating the steering
wheel 1. Therefore, the front end section of the steering shaft 5 is connected to the input side of this electric power-
steering apparatus, and the output shaft of this electric power-steering apparatus and the rear end section of the inter-
mediate shaft 8 are connected by way of the universal joint 7 so as to transmit torque freely.
[0003] Cross universal joints are used as the universal joints 7, 9 that connect the steering shaft 5, intermediate shaft
8 and input shaft 3, which are rotating shafts that are assembled in this kind of automobile steering apparatus and that
are not on the same line as each other. Various kinds of structure are known for this kind of cross universal joint, for
example, as disclosed in DE 3736516, WO 02/088559, JPH 06-280889 (A), JPH 08-270669 (A), JPH 11-325098 (A),
and JP 2009-299706 (A). FIG. 12 illustrates an example of conventional structure as disclosed in JPH 08-270669 (A).
[0004] The universal joint 11 that is illustrated in FIG. 12 is constructed by joining a pair yokes 12a, 12b by way of one
joint spider 13 so as to able to freely transmit torque. These yokes 12a, 12b are made by performing pressing or forging
of a metal material, and each yoke 12a (12b) comprises a base section 14a (14b) and a pair of linking arm sections 15a
(15b). A pair of circular holes 16a (16b) is formed concentric with each other on the tip end of each of the linking arm
sections 15a (15b). The joint spider 13 is constructed so that four shaft sections 17 are such that the center axes of
adjacent shaft sections 17 are orthogonal with each other. These shaft sections 17 are supported on the inside of the
circular holes 16a, 16b by way of cup shell type radial needle bearing 18, to form a universal joint 11.
[0005] When a vehicle, in which a steering apparatus is mounted with these kinds of universal joints 7, 9, 11 assembled,
is involved in a collision accident, or when a steered wheel rides up on a curb by mishandling, an impulsively excessive
torque may be applied to the universal joints 7, 9, 11 from the steering gear unit 2 side. Due to this kind of impulsively
excessive torque, there is a possibility that all or part of these component members will be damaged, or that safe
continuous operation of the vehicle will be obstructed. For example, the linking arm sections 15a (15b) may become
deformed, and concentricity of the circular holes 16a (16b) that are formed on the tip end sections of these linking arm
sections 15a (15b) may be impaired. In the case that this concentricity is impaired, problems occur in that the function
of the radial needle bearing 18 is impaired, and it becomes easy for each of the parts to wear out. In such a case, even
though the user may take the vehicle to a repair shop, if the repairperson is inexperienced and depending the extent of
the damage, there is a possibility that the problem with the universal joints 7, 9, 11 will not be found. Furthermore, in the
case that an impulsively excessive torque is applied, there is a possibility that the circular holes 16a (16b) of the linking
arms 15a (15b) will be pressed and expanded, allowing the radial needle bearings 18 of the joint spider 13 to fall off
from the circular holes 16a (16b), impairing the function as a cross universal joint.

[Related Literature]

[Patent Literature]

[0006]

[Patent Literature 1] JPH 06-280889 (A)
[Patent Literature 2] JPH 08-270669 (A)
[Patent Literature 3] JPH 11-325098 (A)
[Patent Literature 4] JP 2009-299706 (A)
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SUMMARY OF THE INVENTION

[Problem to be Solved by the Invention]

[0007] In consideration of the situation described above, the objective of the present invention is to achieve structure
of a cross universal joint for which it is possible to easily determine this even when an excessive torque is applied to the
universal joint due to a collision accident or mishandling, and to achieve structure of a cross universal joint that prevents
the joint spider from falling off and is able to maintain the minimum function of the joint.

[Means for Solving the Problems]

[0008] The cross universal joint of the present invention comprises a pair of yokes, and a joint spider that connects
the yokes so as to be able to pivotally displace. Each yoke is made of metal such as a ferrous alloy like carbon steel,
or a light alloy like an aluminum alloy or magnesium alloy, and comprises: a base section for connecting and fastening
to the end section of a rotating shaft; a pair of linking arm sections that extend in the axial direction from two locations
on the edge of one end in the axial direction of the base section on opposite sides in the radial direction of the rotating
shaft; and a pair of circular holes that are formed in the tip end sections of the linking arm sections so as to be concentric
with each other. Moreover, the joint spider is made of a ferrous alloy such as bearing steel, high-speed tool steel, carbon
steel and the like, and comprises four shaft sections that are provided so that the center axes of adjacent shaft sections
are orthogonal to each other. The tip end sections of these shaft sections of the joint spider are supported by way of
bearings inside the circular holes that are provided in the yokes so as to be able to rotate freely.
[0009] In the cross universal joint of the present invention, reference lines, which are straight lines as seen from the
outside surfaces sides of the linking arm sections and that extends in the axial direction of the base sections, are displayed
on the outside surfaces of the linking arm sections of at least one of the yokes, in at least the portions nearer to the base
section than the circular holes.
[0010] In the cross universal joint of the present invention, the rigidity of the linking arm sections is regulated such that
when an excessive torque is applied, the linking arm sections plastically deform in the twisting direction before the circular
holes in the linking arm sections are pressed and expanded enough that the bearings of the joint spider fall off.
[0011] In order for this kind of configuration, for example, when the space between the inside surfaces of the linking
arm sections of at least one of the yokes is taken to be D, and the length in the axial direction of these linking arm
sections are taken to be L, the dimensions of the parts of the cross universal joint are regulated so that the relation 3 <
L/D ≤ 4 is satisfied; or in other words, the length in the axial direction of the linking arm sections can be made to be
longer than in the case of a conventional cross universal joint.
[0012] The reference lines extend from the outside surface of the linking arm sections to the outer circumferential
surface of the base section.
[0013] Moreover, the yoke can be integrally formed with the cylindrical shaft section such that the base section is
continuous with the end section of a cylindrical shaft section such as the input shaft or intermediate shaft (outer shaft
or inner shaft) of a steering gear unit.
[0014] The structure of the reference lines is arbitrary as long as the reference lines can be easily checked by visually
determining whether there is any change, and, the reference lines can be protrusions that protrude outward or can be
concave grooves that are depressed inward in the radial direction of the base section from the outside surfaces of the
linking arm sections.
[0015] When manufacturing the cross universal joint of the present invention that is integrally formed with the cylindrical
shaft, and the reference lines are the protrusions or the concave grooves; (1) a first intermediate material is obtained
by performing forward extrusion of a column shaped material made of metal, wherein a column shaped section is provided
on one end section in the axial direction, and a cylindrical shaft section is provided on the other end section from the
middle section in the axial direction; (2) a second intermediate material is obtained by pressing a punch in the center
section of one end surface in the axial direction of the first intermediate material with the first intermediate material set
inside a die having: cavities for forming a pair of arm sections that correspond to the linking arm sections in two locations
on opposite side in the radial direction of the inner circumferential surface of the portion that surrounds the column
shaped section; and concave grooves or protrusions that extends in the axial direction of the column shaped section
that are formed in a center section in a circumferential direction of the cavities for forming these arm sections, and by
forming the linking arm sections at the same time of forming protrusions or concave grooves which are the reference
lines in a center section of an outside surface of these linking arm sections by crushing the center section in the radial
direction of the column shaped section in the axial direction and pouring the metal material into the cavities for forming
the arm sections; and (3) a yoke that is integrally formed with the shaft section is obtained by performing finishing
processing of the second intermediate material that includes the formation of circular holes that are concentric with each
other on the tip end sections of the linking arm sections, and this yoke is linked with another yoke by way of the joint spider.
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[Effect of the Invention]

[0016] With the cross universal joint of the present invention, when an excessive torque is applied to the yoke of a
universal joint due to a collision accident or mishandling, and as a result, linking arm sections of the yoke become
deformed, the shape of reference lines that are displayed on the outside surface of these linking arm sections changes
from a straight line to a non-straight line. This change can be easily distinguished even by an inexperienced repairperson,
so it becomes possible to easily and accurately determine that a problem has occurred in the cross universal joint, and
thus appropriate repair or replacement work can be performed.
[0017] Moreover, with the cross universal joint of the present invention, due to the relation with the space between
inside surfaces of the linking arm sections, the length in the axial direction of the pair of linking arm sections of the yoke
is longer than in a conventional yoke, and the rigidity of the linking arm sections is moderately reduced, making it more
difficult for a joint spider that spans between circular holes that are provided in the tip end sections of these linking arm
sections from falling off. In other words, when an excessive torque is impulsively applied to the linking arm sections, the
linking arm sections result in plastic deformation in the twisting direction before the circular hole are pressed and expanded
enough that the radial needle bearings located inside the circular holes fall off. Due to this plastic deformation, the
concentricity of the circular holes is lost and so the function of the cross universal joint is impaired a little, however, the
radial needle bearings are held as is inside the circular holes, so the minimum function of transmitting torque or the like
between a pair of shafts is maintained.
[0018] Furthermore, the yoke is integrated with a cylindrical shaft section, so the structure having protrusions or
concave grooves as reference lines formed on the outside surfaces of the pair of linking arm sections of the yoke can
be achieved efficiently and at low cost.

BRIEF DESCRIPTION OF THE DRAWINGS

[0019]

FIG. 1A is a front view of a yoke, and illustrates an example of an embodiment of the present invention; FIG. 1B is
a side view of the normal state thereof; and FIG. 1C is a side view of the deformed state thereof.
FIG. 2 is a schematic drawing for explaining the deformed state of the linking arm section of a yoke that is deformed
by an excessive torque in an example of an embodiment of the present invention.
FIG. 3 is a schematic drawing for explaining the relation between the space between the inside surfaces of the pair
of linking arm sections of a yoke and the length in the axial direction of these linking arm sections, of an example
of an embodiment of the present invention.
FIGS. 4A to 4C are schematic drawings for explaining the reason why, by lengthening the length in the axial direction
of the linking arm sections, it becomes difficult for the joint spider that spans between the circular holes that are
provided in the tip end sections of these linking arms sections, to fall off when an excessive torque is applied.
FIGS. 5A and 5B are schematic drawings for explaining the change in the neutral position of the steering wheel due
to plastic deformation of the linking arm sections of the yokes caused by excessive torque.
FIGS. 6A to 6C illustrate the procedure for finding the value of an excessive torque that is applied to a yoke based
on the slope of a reference line, and for finding the durability of the cross universal joint based on this excessive
torque, where FIG. 6A a schematic drawing of a yoke, and FIG. 6B and FIG. 6C are graphs illustrating the slope of
the reference line and the relation between the value of the excessive torque and the durability.
FIGS. 7A to 7E illustrate an example of the processing steps of a manufacturing method for a yoke that is integrated
with an outer tube, where (a) of FIGS. 7A to 7E are end views, and (b) of FIGS. 7A to 7E are cross-sectional views.
FIG. 8 is a cross-sectional view illustrating the process for forming a pair of linking arm sections by backward
extrusion, and for forming protrusions on the outside surface of these linking arm sections at the same time.
FIG. 9 is cross-sectional view of a die that is used in the forming process.
FIG. 10A is a side view of a punch that is used in the forming process; FIG. 10B is an enlarged view of part a in
FIG. 10A; and FIG. 10C is a partial cross-sectional view of section b-b in FIG. 10A.
FIG. 11 is a partial cross-sectional side view illustrating an example of a steering apparatus for an automobile in
which cross universal joints are assembled.
FIG. 12 is an exploded perspective view illustrating an example of conventional structure of a cross universal joint.

MODES FOR CARRYING OUT THE INVENTION

[0020] FIG. 1A to FIG. 10C illustrate a first example of an embodiment of the present invention. Features of the present
invention, including this example, is displaying a reference line, which is a straight line as seen from the outside surface
side of a pair of linking arm sections, on the outside surfaces of these linking arm sections of at least one yoke of a pair
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of yokes of a cross universal joint, and is appropriately regulating the rigidity of the pair of linking arm sections of the
yoke. The basic structure and functions of the other parts are the same as in a conventional cross universal joint, so
any redundant drawings and explanations are either omitted or simplified, with the explanation below centering on the
features of this example.
[0021] A joint spider 13 of the cross universal joint of this example, as in the conventional structure, is made using a
ferrous alloy such as bearing steel, high-speed tool steel, carbon steel or the like, and comprises four shaft sections 17
that are provided in a state such that the center axes of adjacent shaft sections 17 are orthogonal to each other. Moreover,
the yoke 12c of the cross universal joint of this example is made by performing cold forging of a metal material such as
a ferrous alloy like carbon steel, or a light alloy such as an aluminum alloy or magnesium alloy, and comprises a base
section 14c and a pair of linking arm sections 15c.
[0022] In the structure of this example, the base section 14c of the yoke 12c is integrally formed with cylindrical outer
shaft 19. In other words, the base section 14c is integrally provided on the end section in the axial direction of the outer
shaft 19 (top side in FIG. 1A to FIG. 3). This base section 14c is a cylindrical shape, and the pair of linking arm sections
15c extend in the axial direction toward the opposite side from the outer shaft 19 from two locations of the base section
14c on opposite sides in the radial direction of the edge on the opposite side from the outer shaft 19. In this example,
the shape of the linking arm sections 15c is a flat plate shape, and circular holes 16c that are concentric with each other
are formed in the tip end sections of the linking arm sections 15c. The outer shaft 19 fits with a spline fit (including a ball
spline) with an inner shaft (not illustrated in the figure) to form a telescopic intermediate shaft 8 (see FIG. 11). This point
is conventionally known structure, so detailed drawings and explanation are omitted.
[0023] Particularly, the yoke 12c of the cross universal joint of this example is such that protrusions 20, which are the
reference lines, are formed in the center sections in the width direction (circumferential direction of the base section 14c)
on the outside surfaces of the linking arm sections 15c. These protrusions 20 extend in the axial direction of the base
section 14c, and form a straight line as seen from the outside surface sides of the linking arm sections 15c. The structure
of the protrusions 20 is sufficient as long as they can be easily seen. On the other hand, with the existence of these
protrusions 20, preferably the strength and rigidity of the linking arm sections 15c do not change with respect to the
design values. Therefore, when the reference lines are protrusions, the height of the protrusions 20 is preferably made
as small as possible with the protrusions 20 still clearly visible in a narrow engine room, with a maximum height of about
0.5 mm. Moreover, the reference lines can be formed as concave grooves. In that case, the value of the depth of the
grooves is preferably as small as possible with the grooves still clearly visible in the narrow engine room, with the
maximum depth being about 0.5 mm. With respect to the width, in order that deformation of the protrusions 20 or grooves
can be easily seen, a small width is preferred, however, preventing a concentration of stress in the portion where the
protrusions 20 or grooves are formed must be taken into consideration. In consideration of this point, preferably the
protrusions 20 are such that the radius of curvature of the cross-sectional shape is about 10 mm to 20 mm, and are a
convex partial cylindrical shape. Moreover, in the case of grooves, preferably the radius of curvature of the cross-sectional
shape is 10 mm to 30 mm, and the grooves are a concave partial cylindrical shape. It is necessary that the protrusions
20 or grooves be formed in the portion of the outside surface of the linking arm sections 15c nearer the base section
14c than the circular holes 16c, however, in this example, for convenience of processing, the protrusions 20 are also
formed in the portion nearer the tip ends than the circular holes 16c. Moreover, preferably, the protrusions 20 are provided
so as to extend from the linking arm sections 15c to the outer circumferential surface of the base section 14c.
[0024] In this example, the length in the axial direction of the linking arm sections 15c of the yoke 12c is a little longer
than in the conventional structure. Specifically, when the space between the inside surfaces of these linking arm sections
15c is taken to be D, and the length in the axial direction of these linking arm sections 15c (the distance in the axial
direction from the edge on the end of the base section 14c to the edge on the tip end of these linking arm sections 15c)
is taken to be L, the dimensions of each part are regulated so that the relation 3 < L/D ≤ 4 is satisfied. In other words,
conventionally the dimensions of each part were regulated so that the ratio L/D was approximately 2 (L/D ≈ 2), however,
in this example, the length L in the axial direction of the linking arm sections 15c with respect to the space D is increased,
and rigidity of the linking arm sections 15c in the torque transmission direction is decreased a little compared with the
conventional structure.
[0025] When a vehicle having a steering apparatus for an automobile, in which the cross universal joint of this example
comprising this kind of yoke 12c is assembled, is in a collision accident, or when a steered wheel rides up on a curb by
mishandling, or the like, an excessive torque is applied to the yoke 12c. This excessive torque is applied between the
base sections of the pair of yokes that are linked together by way of the joint spider 13 of the cross universal joint, so
the linking arm sections 15c of the yoke 12c plastically deform in a direction that corresponds to the direction that the
excessive toque acts, from the state illustrated in FIG. 1B to the state illustrated in FIG. 1C, or from the state illustrated
by the solid line to the state illustrated by the chain line in FIG. 2. As a result of this plastic deformation, the shape of
the protrusions 20, which are reference lines on the outside surfaces of the linking arm sections 15c changes from a
straight line as illustrated in FIG. 1B to a non-straight line as illustrated in FIG. 1C.
[0026] Whether or not the protrusions 20 are straight lines can be easily checked visually, or even with a straight ruler
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or the like as necessary, so by accurately forming the protrusions 20 so as to be straight lines in the normal state as
illustrated in FIG. 1B, it is possible even for an inexperienced repairperson to easily determine that an excessive torque
has been applied to the cross universal joint that includes the yoke 12c. Therefore, only by taking the vehicle having a
cross universal joint for which there is a possibility that an excessive torque has been applied to a repair shop, it is
possible for even an inexperienced repairperson to easily and accurately determine that trouble has occurred in the
cross universal joint, and thus it is possible to perform suitable repair or replacement work.
[0027] Moreover, in the case of the structure of this example, the length L in the axial direction of these linking arm
sections 15c is greater than 3 times but no greater than 4 times the space D between the inside surfaces of the linking
arm sections 15c, so it is possible to moderately decrease the rigidity of the linking arm sections 15c. Even when an
impulsively excessive torque acts on the cross universal joint that includes the yoke 12c, it is possible to make it difficult
for the joint spider 13 that spans between the circular holes 16c that are formed in the tip end sections of the linking arm
sections 15c to fall off. This point will be explained with reference to FIGS. 4A to 4C.
[0028] When an impulsively excessive torque is applied to a cross universal joint in which the yoke 12c and joint spider
13 are assembled, a large load is applied from both end sections of either of the shaft sections 17 of the joint spider 13
to the pair of linking arm sections 15c of the yoke 12c of the portions α at the four locations illustrated in FIG. 4A. When
an excessive torque is applied when the ratio L/D of the length L in the axial direction of the linking arm sections 15c
with respect to the space D between the inside surfaces of the linking arm sections 15c is small (3 or less), and the
torsional rigidity of the linking arm sections 15c is high with respect to the strength of the portions where the circular
holes 16c are formed in the tip end sections of the linking arm sections 15c (difficulty for these circular holes 16c to
deform), then as illustrated in FIG. 4B, there is a possibility that the circular holes 16 that are formed in the tip end
sections of these linking arm sections 15c will be pressed and expanded, and the radial needle bearings 18 that are
placed inside these circular holes 16c will come out from the circular holes 16c. As a result, the function of the automobile
steering apparatus in which the cross universal joint is assembled will be reduced or lost.
[0029] On the other hand, in the case of the structure of this example, the length in the axial direction of the linking
arm sections 15c is made long (3 < L/D ≤ 4). Therefore, the circular holes 16c, before being pressed and expanded to
the point where the radial needle bearings 18 fall off, the linking arm sections 15c plastically deform in the twisting
direction as illustrated by the chain lines in FIG. 1C and FIG. 2. Due to this plastic deformation, the concentricity of the
circular holes 16c is impaired, and the function of the cross universal joint (smooth displacement) is slightly impaired,
however, the radial needle bearings 18 are held as is inside the circular holes 16c, so the minimum function of transmitting
torque between a pair of shafts required for the cross universal joint is maintained.
[0030] The fact that an impulsively excessive torque is applied to the cross universal joint can be determined even by
the driver. The reason for this is that by the linking arm sections 15c plastically deforming in the twisting direction due
to this excessive torque, the phase in the direction of rotation between the outer shaft 19 that is integrally formed with
the yoke 12c and another shaft that is linked to this outer shaft 19 by way of the joint spider 13 and another yoke is
shifted. As a result of this shift in phase, the position of the neutral state of the steering wheel 1 for the vehicle to be in
a state to travel straight ahead changes. In other words, when the vehicle is traveling straight ahead in the state before
the yoke 12c plastically deforms, the position of the steering wheel is maintained in the initial state illustrated in FIG. 5A.
On the other hand, when, due to the energy of an excessive torque, an impulsively excessive torque is applied to the
yoke 12c, causing the linking arm sections 15c to plastically deform in the twisting direction and the phase to shift in the
direction of rotation between the shafts 19 on both sides, the positions of the neutral state of the steering wheel 1 for
the vehicle to travel straight ahead changes as illustrated in FIG. 5B. This change suddenly appears before and after
an impact is applied to the steered wheels, so it is possible for the driver operating the steering wheel 1 to easily recognize
that a problem has occurred in the steering apparatus. Therefore, it is possible to prompt the driver to perform repairs,
and thus it is possible to avoid danger due to continued operation of the damaged vehicle.
[0031] On the other hand, change in the position of the steering wheel 1 from the state illustrated in FIG. 5A to the
state illustrated in FIG. 5B also occurs when the wheels are not aligned properly. Therefore, at the repair shop where
the vehicle is taken, it is difficult to immediately determine whether the state illustrated in FIG. 5B is due to the wheel
that is out of alignment, or due to plastic deformation of the members of the cross universal joint. Particularly, when the
driver has not explained to the repairperson the situation before and after the change from the state illustrated in FIG.
5A to the state illustrated in FIG. 5B, even though the yoke 12c has plastically deformed, it is possible to take time to
identify the cause of the change in the position, or in other word, to realize that there was deformation of the yoke 12c.
However, with the structure of this example, by looking at the protrusions 20, it is possible to easily check whether there
was deformation due to excessive torque to the cross universal joint, and thus it is possible to quickly identify the cause
of the change in position of the steering wheel.
[0032] Moreover, based on the amount of displacement (inclination angle) δ in the axial direction of the protrusions
20, which are reference lines displayed on the outside surfaces of the linking arm sections 15c, that occurs due to plastic
deformation of the linking arm sections 15 illustrated in FIG. 6A, it is possible to find the size of the excessive torque
that is acted on the cross universal joint from FIG. 6B, for example. Furthermore, based on the size of the excessive
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torque that was found, it is possible to find the remaining life of the cross universal joint from FIG. 6C. FIG. 6B and FIG.
6C can be found in advance by computer analysis or testing.
[0033] In the cross universal joint of the present invention, as long as the rigidity of the linking arm sections 15c is
regulated when an impulsively excessive torque is applied so that the linking arm sections 15c plastically deform in the
twisting direction only up to just before the circular holes 16c in the linking arm sections 15c are pressed and expanded
to where the bearings 18 of the joint spider 13 fall off, this kind of structure for regulating the rigidity of the linking arm
sections 15c is not limited to the structure of this example.
[0034] Next, the method for manufacturing a so-called tube yoke that integrates the yoke 12c with the outer shaft 19
on which protrusions 20 are provided on the outside surfaces of the pair of linking arm sections 15c will be explained
with reference to FIG. 7A to FIG. 10C. This kind of tube yoke, as conventionally known, is a yoke that is manufactured
using carbon steel such as S10C to S45C, by sequentially performing cold forging such as by forward or backward
extrusion of the raw material into a column shaped material 21 such as illustrated in FIG. 7A, and then passing through
the stages of the first intermediate material 22 illustrated in FIG. 7B, the second intermediate material 23 illustrated in
FIG. 7C and the third intermediate material 24 illustrated in FIG. 7D, to obtain the yoke 12c that is integrated with the
outer shaft 19 as illustrated in FIG. 7E. In this process, in the step of performing backward extrusion of the first intermediate
material 22 illustrated in FIG. 7B to obtain the second intermediate material 23 illustrated in FIG. 7C, protrusions 20 are
formed on the outside surfaces of the linking arm sections 15c. The conditions for performing the backward extrusion
and forming these protrusions 20 will be explained using FIG. 8 to FIG. 10C.
[0035] As illustrated in FIG. 8, in the backward extrusion process, with the first intermediate material 22 placed inside
a die 25,which is the receiving mold, the center section of the end surface in the axial direction of the first intermediate
material 22 is strongly pressed by a punch 26, which is the pressing mold. The die 25 comprises a cylindrical hollow
section 28 that holds a cylindrical shaped section 27 of the first intermediate material 22 without any gaps, and a formation
space 30 for causing a column shaped section 29 of the first intermediate material 22 to plastically deform. This formation
space 30, as illustrated in FIG. 9, is constructed by providing protruding sections 32 at two locations on opposite sides
in the radial direction of a circular section 31 (the left and right sides in FIG. 8, and the top and bottom sides in FIG. 9)
so as to protrude outward in the radial direction. The circular section 31 has an inner diameter that is a little larger than
the outer diameter of the column shaped section 29, and has a shape and size capable of pressing, with hardly any
gaps, both end sections in the long radial direction (left-right direction in FIGS. 10A to 10C) of an elliptical (oval shaped)
pressing section 33 that is provided on the tip end section of the punch 26, as illustrated in FIGS. 10A to 10C.
[0036] Moreover, the protruding sections 32 are for forming the linking arm sections 15c, and have an inner surface
shape that corresponds to the outside surfaces and the outer shape of the edge sections on both sides in the circum-
ferential direction of the linking arm sections 15c. Concave grooves 36 for forming the protrusions 20 are formed in the
center sections of the back surfaces of the protruding sections 32. In FIG. 9, in order for clarification, the concave grooves
36 are drawn large. Moreover, the outer circumferential surface of the pressing section 33 of the punch 26 is a peak
shape such that the center section in the axial direction protrudes outward in the radial direction, and a land section 35
is formed around the entire circumference of the tip end section. The width "w" in the axial direction of this land section
35 is less than the width of the land section of the punch for typical backward extrusion molding. The reason for this is
to reduce the force required for backward extrusion by suppressing friction between the pressing section 33 and the
column shaped section 29 of the first intermediate material 22, which is the processed object, thus making it possible
to increase the length L in the axial direction of the linking arm sections 15c. In this example, the width "w" of the land
section 35 is set to 0.1 mm to 0.5 mm. Moreover, of this land section 35, the portions that face the inside surface of the
protruding sections 32 are flat surfaces 34. It is also possible to use a divided mold in which the die 25 is separated into
two in the radial direction by the concave grooves 36. Furthermore, in the case of forming concave grooves as the
reference lines, the structure on the inner circumferential surface of the die 25 for forming the reference lines can be
protrusions instead of concave grooves 36, or pins can be placed inside the concave grooves 36, and by fitting one half
of a pair of pins inside the concave grooves, a concave groove can be formed with the other half section of these pins.
[0037] In the backward extrusion process, together with forming the linking arm sections 15c by pressing (crushing)
the column shaped section 29 of the first intermediate material 22 in the axial direction with the pressing section 33 of
the punch 26, and feeding an excess metal resulting from the pressing into the protruding sections 32, the straight
protrusions 20 are formed on the outside surfaces of the linking arm sections 15c. As a result, the second intermediate
material 23 that is illustrated in FIG. 7C is obtained. Of this second intermediate material 23, circular holes 16c are
punched into the linking arm sections 15c, and by removing (trimming) the excess on the tip end sections of the linking
arm sections 15c, the third intermediate material 24 illustrated in FIG. 7D is obtained. Furthermore, by punching out the
excess in the portion between the cylindrical section 27 and the linking arm sections 15c, and aligning the shape and
dimensions of each section, the yoke 12c that is integrated with the outer shaft 19 as illustrated in FIG. 7E is obtained.
[0038] After that, preferably heat treatment, such as soft nitriding, of the yoke 12c that was integrally formed with the
outer shaft 19 is performed at 470 °C to 580 °C, such that the surface is hard and the core is soft. The reason for this
is to further improve the energy absorbing performance of the yoke 12c by securing durability by making the surface
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hard, and removing internal strain that occurred during the backward extrusion process.
[0039] In the present invention, in order to make it possible to easily confirm later the fact that an excessive torque
was applied, as long as the reference lines that are formed on the outside surfaces on the pair of linking arm sections
of the yoke do not adversely affect the strength, rigidity or durability of the linking arm sections, and such that they do
not become difficult to see due to wear that occurs during use over a long period of time, it is possible to use structure
other than protrusions or grooves. Moreover, the yoke also does not have to be integrally constructed with the outer
shaft, and can be constructed so as to be separate from the inner shaft of the intermediate shaft or the steering shaft,
and can be connected and fastened to the end sections of these shafts.

[Explanation of Reference Numbers]

[0040]

1 Steering wheel
2 Steering gear unit
3 Input shaft
4 Tie rod
5 Steering shaft
6 Steering column
7 Universal joint
8 Intermediate shaft
9 Universal joint
10 Electric motor
11 Universal joint
12a, 12b, 12c Yoke
13 Joint spider
14a, 14b, 14c Base section
15a, 15b, 15c Linking arm section
16a, 16b, 16c Circular hole
17 Shaft section
18 Radial needle bearing
19 Outer shaft
20 Protrusion
21 Material
22 First intermediate material
23 Second intermediate material
24 Third intermediate material
25 Die
26 Punch
27 Cylindrical section
28 Cylindrical hollow section
29 Column shaped section
30 Formation space
31 Circular section
32 Protruding section
33 Pressing section
34 Flat section
35 Land section
36 Concave groove

Claims

1. A cross universal joint, comprising:

a pair of yokes (12c); and
a joint spider (13) that connects the yokes (12c) so as to be able to pivotally displace freely;
each of the yokes (12c) made of metal and comprising:
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a base section (14c) for connecting and fastening to an end section of a rotating shaft (19);
a pair of linking arm sections (15c) that extend in an axial direction from two locations on an edge of one
end in the axial direction of the base section (14c) on opposite sides in a radial direction of the rotating
shaft(19); and
a pair of circular holes (16c) that are formed in tip end sections of the linking arm sections (15c) so as to
be concentric with each other; and
the joint spider (13) made of a ferrous alloy and comprising four shaft sections (17) that are provided so
that center axes of adjacent shaft sections are orthogonal to each other, and tip end sections of these shaft
sections (17) are supported by way of bearings (18) inside the circular holes (16c) that are provided in the
yokes (12c) so as to be able to rotate freely;
characterized in that
reference lines (20), which are straight lines as seen from outside surfaces sides of the linking arm sections
(15c) and that extend in an axial direction of the base sections (14c), are displayed on the outside surfaces
of the linking arm sections (15c) of at least one of the yokes (12c), in at least the portions nearer to the
base section (14c) than the circular holes (16c), and
the reference lines (20) comprise protrusions that protrude outward of the base section (14c) from the
outside surface of the linking arm sections (15c) and have a maximum height of about 0.5 mm or concave
grooves that are depressed inward in the radial direction of the base section from the outside surface of
the linking arm sections and have a maximum depth of about 0.5 mm.

2. The cross universal joint according to claim 1, wherein
the protrusions have a radius of curvature of the cross-sectional shape of 10 mm to 20 mm and a convex partial
cylindrical shape, or the concave grooves have a radius of curvature of the cross-sectional shape of 10 mm to 30
mm and a concave partial cylindrical shape.

3. The cross universal joint according to claim 1, wherein
the space between the inside surfaces of the linking arm sections (15c) of at least one of the yokes (12c) is taken
to be D, and the length in the axial direction of the linking arm sections (15c) is taken to be L, a relation 3 < L/D ≤ 4
is satisfied.

4. The cross universal joint according to claim 1, wherein
the reference lines (20) extend from the outside surfaces of the linking arm sections (15c) to an outer circumferential
surface of the base section (14c).

5. The cross universal joint according to claim 1, wherein
the base section (14c) is continuous with an end section of a cylindrical shaft section of the rotating shaft (19), and
the yoke is integrally formed with the cylindrical shaft section.

6. A manufacturing method for manufacturing the cross universal joint of claim 1, wherein the base section (14c) is
connected to an end section of the cylindrical shaft section of the rotating shaft (19), and the yoke (12c) is integrally
formed with the cylindrical shaft section, comprising steps of:

performing forward extrusion of a column shaped material (21) made of metal, to obtain a first intermediate
material (22) wherein a column shaped section (29) is provided on one end section in an axial direction, and a
cylindrical shaft section (27) is provided on the other end section from a middle section in the axial direction;
obtaining a second intermediate material (23) by pressing a punch (26) in a center section of one end surface
in the axial direction of the first intermediate material (22) with the first intermediate material (22) set inside a
die (25) having: cavities (30) for forming a pair of arm sections that correspond to the linking arm sections (15c)
in two locations on opposite side in a radial direction of an inner circumferential surface of a portion that surrounds
the column shaped section (29); and concave grooves or protrusions (36) that are long in an axial direction of
the column shaped section (29) that are formed in a center section in a circumferential direction of the cavities
(30) for forming these arm sections, and by forming the linking arm sections (15c) at the same time of forming
protrusions with a maximum height of about 0.5 mm or concave grooves with a maximum depth of about 0.5
mm which are the reference lines (20) in a center section of an outside surface of these linking arm sections
(15c) by crushing the center section in the radial direction of the column shaped section (29) in the axial direction
and pouring the metal material into the cavities (30) for forming the arm sections; and
performing a finishing process to the second intermediate material (23) wherein the process includes formation
of circular holes (16c) that are concentric with each other in the tip end sections of the linking arm sections (15c)
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to obtain a yoke (12c) that is integrally formed with the cylindrical shaft section, then linking this yoke with another
yoke by way of the joint spider (13).

Patentansprüche

1. Universelles Kreuzgelenk, das umfasst:

ein Paar Joche (12c); und
ein Gelenkkreuz (13), das die Joche (12c) verbindet, um sie frei drehbar zu bewegen;
wobei jedes der Joche (12c) aus Metall hergestellt wird und umfasst:

einen Basisabschnitt (14c) zum Verbinden und Befestigen an einen Endabschnitt einer Drehwelle (19);
ein Paar Verbindungsschenkelabschnitte (15c), die sich in einer Axialrichtung von zwei Stellen auf einer
Kante eines Endes in der Axialrichtung des Basisabschnitts (14c) auf gegenüberliegenden Seiten in einer
radialen Richtung der Drehwelle (19) erstrecken; und
ein Paar kreisförmige Löcher (16c), die in Kopfendeabschnitten der Verbindungsschenkelabschnitte (15c)
gebildet werden, um miteinander konzentrisch ausgebildet zu sein; und
das Gelenkkreuz (13), das aus einer Eisenlegierung hergestellt wird und vier Wellenabschnitte (17) umfasst,
die so bereitgestellt werden, dass Mittelachsen benachbarter Wellenabschnitte zueinander rechtwinklig
sind und Kopfendeabschnitte dieser Wellenabschnitte (17) über Lager (18) innerhalb der kreisförmigen
Löcher (16c) gelagert werden, die in den Jochen (12c) bereitgestellt werden, um in der Lage zu sein, sich
frei zu drehen;
dadurch gekennzeichnet, dass
Bezugslinien (20), die von Außenflächenseiten der Verbindungsschenkelabschnitte (15c) gesehen gerade
Linien sind und die sich in einer Axialrichtung der Basisabschnitte (14c) erstrecken, auf den Außenflächen
der Verbindungsschenkelabschnitte (15c) von mindestens einem der Joche (12c) in mindestens den Ab-
schnitten dargestellt werden, die näher zu dem Basisabschnitt (14c) als die kreisförmigen Löcher (16c)
sind, und
die Bezugslinien (20) Ausbuchtungen umfassen, die von dem Basisabschnitt (14c) von der Außenseite der
Verbindungsschenkelabschnitte (15c) auswärts herausragen und eine maximale Höhe von etwa 0,5 mm
haben oder konkave Rillen, die in der radialen Richtung des Basisabschnitts von der Außenseite der Ver-
bindungsschenkelabschnitte einwärts eingedrückt werden und eine maximale Tiefe von etwa 0,5 mm haben.

2. Universelles Kreuzgelenk nach Anspruch 1, wobei
die Ausbuchtungen einen Krümmungsradius der Querschnittsform von 10 mm bis 20 mm und eine konvexe teilweise
zylindrische Form haben, oder die konkaven Rillen einen Krümmungsradius der Querschnittsform von 10 mm bis
30 mm und eine konkave teilweise zylindrische Form haben.

3. Universelles Kreuzgelenk nach Anspruch 1, wobei
der Abstand zwischen den Innenflächen der Verbindungsschenkelabschnitte (15c) mindestens eines der Joche
(12c) als D angenommen wird und die Länge in der Axialrichtung der Verbindungsschenkelabschnitte (15c) als L
angenommen wird, wobei eine Beziehung 3 < L / D ≤ 4 erfüllt wird.

4. Universelles Kreuzgelenk nach Anspruch 1, wobei
die Bezugslinien (20) sich von den Außenflächen der Verbindungsschenkelabschnitte (15c) zu einer äußeren Um-
fangsfläche des Basisabschnitts (14c) erstrecken.

5. Universelles Kreuzgelenk nach Anspruch 1, wobei
der Basisabschnitt (14c) mit einem Endabschnitt eines zylindrischen Wellenabschnitts der Drehwelle (19) durchge-
hend ist und das Joch mit dem zylindrischen Wellenabschnitt ganzheitlich gebildet ist.

6. Herstellverfahren zum Herstellen des universellen Kreuzgelenks nach Anspruch 1, wobei der Basisabschnitt (14c)
mit einem Endabschnitt des zylindrischen Wellenabschnitts der Drehwelle (19) verbunden ist und das Joch (12c)
ganzheitlich mit dem zylindrischen Wellenabschnitt gebildet ist, die Schritte umfassend:

Ausführen eines Vorwärtsstrangpressens eines aus Metall hergestellten säulenförmigen Materials (21), um ein
erstes Zwischenmaterial (22) zu erhalten, wobei ein säulenförmiger Abschnitt (29) auf einem Endabschnitt in
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einer Axialrichtung bereitgestellt wird und ein zylindrischer Wellenabschnitt (27) auf dem anderen Endabschnitt
von einem Mittelabschnitt in der Axialrichtung bereitgestellt wird;
Erhalten eines zweiten Zwischenmaterials (23) durch Pressen eines Stempels (26) in einen Mittelabschnitt
einer Stirnfläche in der Axialrichtung des ersten Zwischenmaterials (22), wobei das erste Zwischenmaterial
(22), das in ein Presswerkzeug (25) gesetzt wird, Folgendes aufweist: Hohlräume (30) zum Bilden eines Paars
von Schenkelabschnitten, die mit den Verbindungsschenkelabschnitten (15c) an zwei Stellen auf einer gegen-
überliegenden Seite in einer radialen Richtung einer inneren Umfangsfläche eines Abschnitts übereinstimmen,
der den säulenförmigen Abschnitt (29) umschließt; und konkave Rillen oder Ausbuchtungen (36), die in einer
Axialrichtung des säulenförmigen Abschnitts (29) lang sind, die in einem Mittelteil in einer umlaufenden Richtung
der Hohlräume (30) zum Bilden dieser Schenkelabschnitte gebildet sind, und durch Bilden der Verbindungs-
schenkelabschnitte (15c) gleichzeitig mit dem Bilden von Ausbuchtungen mit einer maximale Höhe von etwa
0,5 mm oder konkaven Rillen mit einer maximalen Tiefe von etwa 0,5 mm, die die Bezugslinien (20) in einem
Mittelteil einer Außenseite dieser Verbindungsschenkelabschnitte (15c) sind, durch Stauchen des Mittelteils in
die radiale Richtung des säulenförmigen Abschnitts (29) in der Axialrichtung und Abgießen des Metallwerkstoffs
in die Hohlräume (30) zum Bilden der Schenkelabschnitte gebildet sind; und
Ausführen eines Endbearbeitungsprozesses des zweiten Zwischenmaterials (23), wobei der Prozess die Bil-
dung von kreisförmigen Löchern (16c) aufweist, die in den Kopfendeabschnitten der Verbindungsschenkelab-
schnitte (15c) miteinander konzentrisch sind, um ein Joch (12c) zu erhalten, das ganzheitlich mit dem zylindri-
schen Wellenabschnitt gebildet ist, wobei dieses Joch dann mit einem weiteren Joch über das Gelenkkreuz
(13) verbunden wird.

Revendications

1. Joint de cardan universel, comprenant :

une paire de fourchettes (12c) ; et
un croisillon (13) qui raccorde les fourchettes (12c) de manière à pouvoir se déplacer librement de manière
pivotante ;
chacune des fourchettes (12c) étant constituée de métal et comprenant :

une section base (14c) permettant un raccordement et une fixation à une section extrémité d’un arbre rotatif
(19) ;
une paire de sections bras de liaison (15c) qui s’étendent dans une direction axiale à partir de deux em-
placements situés sur un bord d’une extrémité dans la direction axiale de la section base (14c) sur des
côtés opposés dans une direction radiale de l’arbre rotatif (19) ; et
une paire de trous circulaires (16c) qui sont formés dans des sections extrémité de pointe des sections
bras de liaison (15c) de manière à être concentriques l’un par rapport à l’autre ; et
le croisillon (13) étant constitué d’un alliage ferreux et comprenant quatre sections arbre (17) qui sont
fournies de sorte que des axes centraux de sections arbre adjacentes sont orthogonaux les uns par rapport
aux autres, et des sections extrémité de pointe desdites sections arbre (17) sont supportées au moyen de
paliers (18) à l’intérieur des trous circulaires (16c) qui sont fournis dans les fourchettes (12c) de manière
à pouvoir tourner librement ;
caractérisé en ce que
des lignes de référence (20), qui sont des lignes droites lorsqu’on les considère depuis les côtés des
surfaces extérieures des sections bras de liaison (15c) et qui s’étendent dans une direction axiale des
sections base (14c), sont présentes sur les surfaces extérieures des sections bras de liaison (15c) d’au
moins une des fourchettes (12c), dans au moins les parties qui sont plus proches de la section base (14c)
que les trous circulaires (16c), et
les lignes de référence (20) comprennent des saillies qui font saillie vers l’extérieur de la section base (14c)
à partir de la surface extérieure des sections bras de liaison (15c) et qui présentent une hauteur maximale
d’environ 0,5 mm ou des rainures concaves qui sont renfoncées vers l’intérieur dans la direction radiale
de la section base à partir de la surface extérieure des sections bras de liaison et qui présentent une
profondeur maximale d’environ 0,5 mm.

2. Joint de cardan universel selon la revendication 1, dans lequel les saillies présentent un rayon de courbure de forme
transversale compris entre 10 mm et 20 mm et une forme cylindrique partielle convexe, ou bien les rainures concaves
présentent un rayon de courbure de forme transversale compris entre 10 mm et 30 mm et une forme cylindrique
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partielle concave.

3. Joint de cardan universel selon la revendication 1, dans lequel
l’espace entre les surfaces intérieures des sections bras de liaison (15c) d’au moins une des fourchettes (12c) est
considéré comme correspondant à D, et la longueur dans la direction axiale des sections bras de liaison (15c) est
considérée comme correspondant à L, une relation 3 < L/D ≤ 4 étant satisfaite.

4. Joint de cardan universel selon la revendication 1, dans lequel
les lignes de référence (20) s’étendent à partir des surfaces extérieures des sections bras de liaison (15c) vers une
surface circonférentielle extérieure de la section base (14c).

5. Joint de cardan universel selon la revendication 1, dans lequel
la section base (14c) se trouve dans la continuité d’une section extrémité d’une section arbre cylindrique de l’arbre
rotatif (19), et la fourchette est formée d’un seul tenant avec la section arbre cylindrique.

6. Procédé de fabrication permettant de fabriquer le joint de cardan universel selon la revendication 1, dans lequel la
section base (14c) est raccordée à une section extrémité de la section arbre cylindrique de l’arbre rotatif (19), et la
fourchette (12c) est formée d’un seul tenant avec la section arbre cylindrique, comprenant les étapes consistant à :

mettre en oeuvre une extrusion vers l’avant d’un matériau (21) en forme de colonne et constitué de métal, afin
d’obtenir un premier matériau intermédiaire (22), dans lequel une section en forme de colonne (29) est fournie
sur une section extrémité dans une direction axiale, et une section arbre cylindrique (27) est fournie sur l’autre
section extrémité à partir d’une section médiane dans la direction axiale ;
obtenir un deuxième matériau intermédiaire (23) grâce à une étape consistant à presser un poinçon (26) dans
une section centrale d’une surface d’extrémité dans la direction axiale du premier matériau intermédiaire (22)
avec le premier matériau intermédiaire (22) placé à l’intérieur d’une matrice (25) présentant : des cavités (30)
permettant de former une paire de sections bras qui correspondent aux sections bras de liaison (15c) en deux
emplacements situés sur un côté opposé dans une direction radiale d’une surface circonférentielle intérieure
d’une partie qui entoure la section en forme de colonne (29) ; et des rainures concaves ou des saillies (36) dont
la longueur se trouve dans une direction axiale de la section en forme de colonne (29) et qui sont formées dans
une section centrale dans une direction circonférentielle des cavités (30) afin de former lesdites sections bras,
et grâce à une étape consistant à former les sections bras de liaison (15c) en même temps que l’étape consistant
à former des saillies présentant une hauteur maximale d’environ 0,5 mm ou des rainures concaves présentant
une profondeur maximale d’environ 0,5 mm, et qui sont les lignes de référence (20) dans une section centrale
d’une surface extérieure desdites sections bras de liaison (15c) grâce aux étapes consistant à écraser la section
centrale dans la direction radiale de la section en forme de colonne (29) dans la direction axiale et à verser le
matériau métallique dans les cavités (30) afin de former les sections bras ; et
appliquer un procédé de finition au deuxième matériau intermédiaire (23), dans lequel le procédé comprend
les étapes consistant à former des trous circulaires (16c) qui sont concentriques les uns par rapport aux autres
dans les sections extrémité de pointe des sections bras de liaison (15c) afin d’obtenir une fourchette (12c) qui
est formée d’un seul tenant avec la section arbre cylindrique, puis relier ladite fourchette à une autre fourchette
au moyen du croisillon (13).
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