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MANUFACTURING BELT-TYPE CONTINUOUSLY VARIABLE TRANSMISSION

(57) A method for manufacturing a belt-type contin-
uously variable transmission (30) includes: a step (S1)
of preparing a cylindrical boss (36A) extending in a first
direction (A1); a step (S2, S3) of forming a groove (50)
on an outer circumferential surface (36s) of the boss
(36A), wherein the groove (50) has a first surface (61)
crossing the first direction (A1), a second surface (62)
crossing a second direction (A2) that is an opposite di-
rection to the first direction (A1), a third surface (63)
crossing a third direction (A3) that is a circumferential
direction, and a fourth surface (64) crossing a fourth di-
rection (A4) that is an opposite direction to the third di-
rection (A3); and a step (S7) of pressing an outer circum-
ferential surface (34o) of a proximal portion (34a) of a
sheave (34A) toward a radially inward direction, thereby
plastically deforming the proximal portion (34a) until a
portion of the proximal portion (34a) of the sheave (34A)
is fitted into the groove (50) of the boss (36A) and the
sheave (34A) is joined to the boss (36A).
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Description

FIELD OF INVENTION

[0001] The present invention relates to a belt-type con-
tinuously variable transmission and a method for manu-
facturing a belt-type continuously variable transmission.
The present invention also relates to a straddle-type ve-
hicle or saddle-ride type vehicle, such as a vehicle com-
prising or including a belt-type continuously variable
transmission according to the present invention or man-
ufactured according to the method of the present inven-
tion.

BACKGROUND TO INVENTION

[0002] A belt-type continuously variable transmission
includes a primary pulley and a secondary pulley whose
belt winding diameters are variable, and a belt wound
around the primary pulley and the secondary pulley. The
primary pulley includes a movable sheave and a fixed
sheave supported on a primary shaft. The secondary pul-
ley includes a movable sheave and a fixed sheave sup-
ported on a secondary shaft.
[0003] For example, Japanese Laid-Open Patent Pub-
lication No. 2010-236647 (HONDA MOTOR CO LTD)
discloses such a belt-type continuously variable trans-
mission. The belt-type continuously variable transmis-
sion disclosed in Japanese Laid-Open Patent Publication
No. 2010-236647 includes a movable pulley support
sleeve supported on the secondary shaft so as to be ax-
ially movable (hereinafter referred to as "movable boss"),
a fixed pulley support sleeve supported on the secondary
shaft so as to be axially unmovable (hereinafter referred
to as "fixed boss"), a movable sheave joined to the mov-
able boss, and a fixed sheave joined to the fixed boss.
The movable sheave is welded to the movable boss, and
the fixed sheave is welded to the fixed boss. That is, the
sheave and the boss are fusion-bonded together. Now,
depending on the combination of the materials of the boss
and the sheave, the welding condition may be strict and
it may be difficult to desirably weld together the sheave
and the boss. Also, depending on the combination of the
materials of the boss and the sheave, an additional proc-
ess may be needed before or after welding together the
sheave and the boss. This may incur an extra time and
cost.
[0004] An object of at least one embodiment of at least
one aspect of the present invention may be to obviate or
at least mitigate one or more problems or disadvantages
in the prior art.
[0005] An object of at least one embodiment of at least
one aspect of the present invention may be to provide a
belt-type continuously variable transmission and/or a
method for manufacturing a belt-type continuously vari-
able transmission, with which the sheave and the boss
can be desirably joined together without welding.

SUMMARY OF INVENTION

[0006] Various aspects of the present invention are de-
fined in the independent claims appended hereto. Some
optional and/or preferred features are defined in the de-
pendent claims appended hereto.
[0007] According to a first aspect of the present inven-
tion there is provided a method for manufacturing a belt-
type continuously variable transmission (CVT). The
method may comprise or include one or more of the fol-
lowing steps: a step of preparing a cylindrical boss ex-
tending in a first direction; a step of forming a groove on
an outer circumferential surface of the boss, wherein the
groove may have a first surface crossing a first direction,
a second surface crossing a second direction that may
be an opposite direction to the first direction, a third sur-
face crossing a third direction that may be a circumfer-
ential direction, and/or a fourth surface crossing a fourth
direction that may be an opposite direction to the third
direction; a step of preparing a sheave, wherein the
sheave may include a proximal portion that has an inner
circumferential surface and/or an outer circumferential
surface and may extend in the first direction, and/or a
main body portion that may be located radially outward
relative to the proximal portion and may support a belt;
a pre-press step of aligning the inner circumferential sur-
face of the proximal portion of the sheave with the groove
on the outer circumferential surface of the boss; and/or
a step of pressing the outer circumferential surface of the
proximal portion of the sheave toward a radially inward
direction, thereby preferably plastically deforming the
proximal portion until a portion of the proximal portion of
the sheave may be fitted into the groove of the boss
and/or the sheave may be joined to the boss.
[0008] According to the manufacturing method set
forth above, the outer circumferential surface of the prox-
imal portion of the sheave may be pressed toward the
radially inward direction, thereby plastically deforming
the proximal portion. Moreover, by suppressing plastic
deformation to the sheave end surface, a portion of the
proximal portion of the sheave may fill the groove of the
boss, thus joining the sheave to the boss. Herein, the
groove may have the first surface crossing the first direc-
tion and the second surface crossing the second direc-
tion. Therefore, the boss can sufficiently receive the load
in the first direction and in the second direction of the
sheave. Thus, the boss can sufficiently support the load
in the axial direction of the sheave. The groove also may
have the third surface crossing the third direction and the
fourth surface crossing the fourth direction. Therefore,
the boss can sufficiently receive the load in the third di-
rection and in the fourth direction of the sheave. Thus,
the boss can sufficiently support the load in the rotation
direction of the sheave. According to the manufacturing
method set forth above, there is beneficially no need to
weld together the sheave and the boss. It can be possible
to desirably join together the sheave and the boss without
welding.
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[0009] According to a preferred embodiment, the first
surface may be a surface that extends toward the radially
outward direction while extending in the first direction,
the second surface may be a surface that extends toward
the radially outward direction while extending in the sec-
ond direction, the third surface may be a surface that
extends toward the radially outward direction while ex-
tending in the third direction, and the fourth surface may
be a surface that extends toward the radially outward
direction while extending in the fourth direction.
[0010] When machining the first surface crossing the
first direction, a surface that extends toward the radially
outward direction while extending in the first direction
(hereinafter referred to as "slope") can be machined more
easily than a vertical surface that perpendicularly crosses
the first direction. This similarly holds true for the second
surface crossing the second direction, the third surface
crossing the third direction, and the fourth surface cross-
ing the fourth direction. According to the embodiment set
forth above, since at least one of the first to fourth sur-
faces may be a slope, it may be possible to relatively
easily form the groove.
[0011] According to a preferred embodiment, a hard-
ness of a material of the boss may be harder than a hard-
ness of a material of the sheave. According to a preferred
embodiment, an elongation of a material of the sheave
may be greater than an elongation of a material of the
boss.
[0012] According to the embodiment set forth above,
a portion of the proximal portion may be plastically de-
formed when the outer circumferential surface of the
proximal portion of the sheave is pressed toward the ra-
dially inward direction, thereby making it easier for the
sheave material to flow into the groove of the boss, and/or
making it easier for the sheave to be joined to the boss.
Moreover, by suppressing plastic deformation to the
sheave end surface, it may be possible to more desirably
join together the sheave and the boss.
[0013] According to a preferred embodiment, the
groove may include a first groove that has the first surface
and the second surface and may extend completely
around the outer circumferential surface of the boss, and
a plurality of second grooves that may have the third sur-
face and the fourth surface and may be arranged in a
circumferential direction.
[0014] According to the embodiment set forth above,
it may be possible to relatively easily form the first groove.
Since the first surface or the second surface may be
formed across the entirety in the circumferential direction
of the boss, it may be possible to ensure a relatively large
area of the first surface or the second surface. Since a
plurality of third surfaces and/or a plurality of fourth sur-
faces may be formed in the circumferential direction, it
may be possible to ensure a relatively large overall area
of the third surfaces and the fourth surfaces. Thus, the
sheave can be firmly joined to the boss through plastic
deformation of the proximal portion of the sheave.
[0015] According to a preferred embodiment, the

groove may include a plurality of first grooves that have
the first surface and the second surface and may be ar-
ranged in a circumferential direction, and a plurality of
second grooves that may have the third surface and the
fourth surface and may be arranged in a circumferential
direction.
[0016] According to the embodiment set forth above,
since a plurality of first surfaces and a plurality of second
surfaces may be formed in the circumferential direction,
it may be possible to ensure a relatively large overall area
of the first surfaces and the second surfaces. Since a
plurality of third surfaces and a plurality of fourth surfaces
may be formed in the circumferential direction, it may be
possible to ensure a relatively large overall area of the
third surfaces and the fourth surfaces. Thus, the sheave
can be firmly joined to the boss through plastic deforma-
tion of the proximal portion of the sheave.
[0017] According to a preferred embodiment, the sec-
ond grooves may be open toward the second direction.
[0018] According to the embodiment set forth above,
it may be possible to (easily) form the second grooves.
[0019] The first groove may be formed between a mid-
dle position of the boss in the first direction and the sec-
ond grooves.
[0020] The first groove and the second grooves may
be connected to each other.
[0021] According to a preferred embodiment, a length
of each second groove in the first direction may be longer
than a length of the first groove in the first direction.
[0022] According to the embodiment set forth above,
it may be possible to ensure a relatively large area of the
third surface and the fourth surface. Thus, the boss can
sufficiently receive the load in the rotation direction of the
sheave.
[0023] According to a preferred embodiment, a depth
of the first groove may be deeper than a depth of each
second groove.
[0024] According to the embodiment set forth above,
it may be possible to ensure a relatively large area of the
first surface and the second surface. Thus, the boss can
sufficiently receive the load in the axial direction of the
sheave.
[0025] According to a preferred embodiment, the
method may include, after the step of forming the groove
and before the pre-press step, a step of at least partially
plating a portion of the outer circumferential surface other
than the groove without plating an inside of the groove
on the outer circumferential surface of the boss.
[0026] The grooves on the boss may have corner por-
tions. If the outer circumferential surface of the boss is
entirely plated, the current density may be high at the
corner portions of the grooves during the plating step so
that the corner portions may be more easily plated than
other portions. As a result, the thickness of the plating
film may be likely to be non-uniform. However, when the
thickness of the plating film is non-uniform, when the
proximal portion of the sheave is plastically deformed so
as to flow into the grooves, the proximal portion may not
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smoothly flow into the inside of the grooves, thus inhib-
iting uniform plastic deformation. According to the em-
bodiment set forth above, however, the inside of the
grooves may not be plated. Therefore, a plastic defor-
mation defect may not occur due to non-uniformity in the
thickness of the plating film. Thus, the proximal portion
of the sheave can be uniformly plastically deformed, and
it may be possible to desirably join together the sheave
and the boss. On the other hand, since portions, other
than the grooves, of the outer circumferential surface of
the boss may be plated, it may be possible to suppress
friction of those portions.
[0027] According to a second aspect of the present
invention there is provided a belt-type continuously var-
iable transmission (CVT). The belt-type continuously var-
iable transmission may comprise or including one or
more of: a primary pulley which may be supported on a
primary shaft, a secondary pulley which may be support-
ed on a secondary shaft, and/or a belt which may be
wound around the primary pulley and the secondary pul-
ley. At least one of the primary pulley and the secondary
pulley may have a cylindrical boss that may extend in a
first direction and/or a sheave that may extend radially
outward from the boss. A groove may be formed on an
outer circumferential surface of the boss, wherein the
groove may have one or more of: a first surface crossing
the first direction, a second surface crossing a second
direction that may be an opposite direction to the first
direction, a third surface crossing a third direction that
may be a circumferential direction, and a fourth surface
crossing a fourth direction that may be an opposite di-
rection to the third direction. The sheave may have a
proximal portion that may extend in the first direction, and
a main body portion that may be located radially outward
relative to the proximal portion and may support the belt.
The proximal portion of the sheave may comprise or in-
clude a plastically deformed portion that may be fitted
into an inside of the groove of the boss. The sheave and
the boss may be joined together through plastic defor-
mation of the proximal portion of the sheave.
[0028] According to a preferred embodiment, the first
surface may be a surface that may extend toward the
radially outward direction while extending in the first di-
rection, the second surface may be a surface that may
extend toward the radially outward direction while ex-
tending in the second direction, the third surface may be
a surface that may extend toward the radially outward
direction while extending in the third direction, and/or the
fourth surface may be a surface that may extend toward
the radially outward direction while extending in the fourth
direction.
[0029] According to a third aspect of the present inven-
tion there is provided a straddle-type vehicle comprising
a belt-type continuously variable transmission (CVT) ac-
cording to the second aspect of the present invention.
[0030] According to one or more embodiments of one
or more aspects of the present invention, it is possible to
provide a belt-type continuously variable transmission

and a method for manufacturing a belt-type continuously
variable transmission, with which the sheave and the
boss can be desirably joined together without welding.

BRIEF DESCRIPTION OF DRAWINGS

[0031] Embodiments of the present invention will now
be described by way of example only, and with reference
to the accompanying drawings, which are:

FIG. 1 a side view of a motorcycle including a belt-
type continuously variable transmission according
to an embodiment of the present invention;
FIG. 2 a cross-sectional view of a power unit;
FIG. 3 a cross-sectional view of a portion of the power
unit;
FIG. 4 a perspective view of the distal portion of the
boss of the secondary pulley;
FIG. 5 a partial enlarged view of the end surface of
the boss;
FIG. 6 a cross-sectional view taken along line VI-VI
of FIG. 5;
FIG. 7 a cross-sectional view taken along line VII-
VII of FIG. 5;
FIG. 8 an enlarged view of the first groove, and is a
longitudinal sectional view passing through the cent-
er line of the boss;
FIG. 9 an enlarged view of a second groove, and is
a cross sectional view perpendicular to the center
line of the boss;
FIG. 10 a longitudinal sectional view of the third
sheave;
FIG. 11 a flow chart of a method for joining together
the third sheave and the boss;
FIG. 12 a diagram illustrating the plastic deformation
of the proximal portion of the third sheave into the
first groove;
FIG. 13 a diagram illustrating the plastic deformation
of the proximal portion of the third sheave into the
first groove and the second groove;
FIG. 14A a cross-sectional view of jigs, the third
sheave and the boss before the proximal portion of
the third sheave is pressed;
FIG. 14B a cross-sectional view of jigs, the third
sheave and the boss after the proximal portion of the
third sheave is pressed; and
FIG. 15 a diagram equivalent to FIG. 5 according to
another embodiment of the present invention.

DETAILED DESCRIPTION OF EMBODIMENTS

[0032] FIG. 1 illustrates a motorcycle 1 including a belt-
type continuously variable transmission (hereinafter re-
ferred to as "CVT") 30 according to one embodiment.
The motorcycle 1 includes a front wheel 3, a rear wheel
4, a power unit 10 for driving the rear wheel 4, a seat 6,
and a handle 5. Herein, the motorcycle 1 is a scooter.
Note however that there is no particular limitation thereto.
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[0033] FIG. 2 is a cross-sectional view of the power
unit 10. The power unit 10 includes an internal combus-
tion engine (hereinafter referred to as "engine") 20 and
a CVT 30.
[0034] The engine 20 includes a crankcase 21, a cyl-
inder body 22 connected to the crankcase 21, a cylinder
head 23 connected to the cylinder body 22, and a cylinder
head cover 24 connected to the cylinder head 23. The
engine 20 also includes a crankshaft 26 rotatably sup-
ported on the crankcase 21 with a bearing 25 therebe-
tween, a connecting rod 27 linked to the crankshaft 26,
a piston 28 linked to the connecting rod 27, and an ignition
device 19. The piston 28 is arranged inside a cylinder
22A formed in the cylinder body 22. The crankshaft 26
extends in the vehicle width direction. A generator 29 is
attached to the right end portion of the crankshaft 26.
Although not shown in the figures, the cylinder head 23
is provided with an intake valve and an exhaust valve.
[0035] In the present embodiment, a primary shaft 31
is arranged leftward of the crankshaft 26. The crankshaft
26 and the primary shaft 31 are integral with each other.
Note, however, that there is no particular limitation there-
to. The primary shaft 31 may be separate from the crank-
shaft 26. The CVT 30 includes the primary shaft 31, a
secondary shaft 32 parallel to the primary shaft 31, a
primary pulley 33 supported on the primary shaft 31, a
secondary pulley 34 supported on the secondary shaft
32, and a V belt 35 wound around the primary pulley 33
and the secondary pulley 34. The CVT 30 is arranged
inside a transmission case 30A. In the present embodi-
ment, the secondary shaft 32 is arranged rearward of the
primary shaft 31, and the secondary pulley 34 is arranged
rearward of the primary pulley 33.
[0036] The primary pulley 33 includes a first sheave
33A that is attached so as to be un-rotatable and axially
un-movable relative to the primary shaft 31, and a second
sheave 33B that is attached so as to be un-rotatable and
axially movable relative to the primary shaft 31. The first
sheave 33A and the second sheave 33B rotate together
with the primary shaft 31. As the second sheave 33B
moves in the axial direction, the gap between the first
sheave 33A and the second sheave 33B changes. This
changes the winding diameter of the V belt 35 around
the primary pulley 33. Note that the primary pulley 33 and
the V belt 35 are shown on the upper side and on the
lower side of the primary shaft 31 of FIG. 2, with the sec-
ond sheave 33B being at different positions.
[0037] The secondary pulley 34 includes a boss 36A
that is supported so as to be rotatable and axially un-
movable relative to the secondary shaft 32, a third sheave
34A joined to the boss 36A, a boss 36B supported so as
to be rotatable and axially movable relative to the sec-
ondary shaft 32, and a fourth sheave 34B joined to the
boss 36B. A bearing 17 and a bearing 18 are provided
between the boss 36A and the secondary shaft 32. The
boss 36A is rotatably supported on the secondary shaft
32 via the bearing 17 and the bearing 18. The boss 36B
is attached so as to be unrotatable and axially movable

relative to the boss 36A. The boss 36B rotates together
with the boss 36A. Although the details will be described
later, the third sheave 34A and the boss 36A are joined
together through plastic deformation of the third sheave
34A. The fourth sheave 34B and the boss 36B are joined
together through plastic deformation of the fourth sheave
34B.
[0038] The third sheave 34A and the fourth sheave 34B
rotate together with the boss 36A and the boss 36B. As
the fourth sheave 34B moves in the axial direction, the
gap between the third sheave 34A and the fourth sheave
34B changes. This changes the winding diameter of the
V belt 35 around the secondary pulley 34. Note that the
secondary pulley 34 and the V belt 35 are shown on the
upper side and on the lower side of the secondary shaft
32 of FIG. 2, with the fourth sheave 34B being at different
positions.
[0039] The CVT 30 includes a spring 38 that urges the
fourth sheave 34B toward the third sheave 34A. The
spring 38 urges the fourth sheave 34B rightward.
[0040] A centrifugal clutch 40 is provided at the left end
portion of the secondary shaft 32. A driving portion 41 of
the centrifugal clutch 40 is fixed to the boss 36A and
rotates together with the boss 36A. A driven portion 42
of the centrifugal clutch 40 is fixed to the secondary shaft
32 and rotates together with the secondary shaft 32.
When the rotation speed of the driving portion 41 be-
comes greater than or equal to a predetermined rotation
speed, a centrifugal weight 43 provided on the driving
portion 41 moves radially outward of the secondary shaft
32, thereby connecting together the driving portion 41
and the driven portion 42. That is, the centrifugal clutch
40 is connected. On the other hand, when the rotation
speed of the driving portion 41 is less than the predeter-
mined rotation speed, the connection between the driving
portion 41 and the driven portion 42 is disengaged. That
is, the centrifugal clutch 40 is disconnected. When the
centrifugal clutch 40 is connected, the rotational force of
the boss 36A is transmitted to the secondary shaft 32,
and the secondary pulley 34 and the secondary shaft 32
rotate together. When the centrifugal clutch 40 is discon-
nected, the rotational force from the boss 36A to the sec-
ondary shaft 32 is blocked, and the secondary pulley 34
rotates relative to the secondary shaft 32.
[0041] The power unit 10 includes an output shaft 45
parallel to the secondary shaft 32. The rear wheel 4 is
linked to the output shaft 45. As shown in FIG. 3, a middle
shaft 46 is arranged between the secondary shaft 32 and
the output shaft 45. The secondary shaft 32 is formed
with a gear 32a, and the middle shaft 46 is provided with
a gear 46a that meshes with the gear 32a. The middle
shaft 46 is formed with a gear 46b, and the output shaft
45 is provided with a gear 45a that meshes with the gear
46b. Thus, the secondary shaft 32 is linked to the middle
shaft 46 via the gear 32a and the gear 46a, and the middle
shaft 46 is linked to the output shaft 45 via the gear 46b
and the gear 45a. Therefore, the rotational force of the
secondary shaft 32 is transmitted to the output shaft 45,
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and the rotational force is transmitted from the output
shaft 45 to the rear wheel 4.
[0042] The power unit 10 is configured as described
above. As described above, the secondary pulley 34 of
the CVT 30 is formed by joining together the third sheave
34A and the boss 36A through plastic deformation of the
third sheave 34A, and joining together the fourth sheave
34B and the boss 36B through plastic deformation of the
fourth sheave 34B. Next, the boss 36A and the third
sheave 34A before being joined together will be de-
scribed.
[0043] FIG. 4 is a perspective view of the distal portion
of the boss 36A before the third sheave 34A is joined
thereto. FIG. 5 is a partial enlarged view of the end sur-
face of the boss 36A. That is, FIG. 5 is a partial enlarged
view as the boss 36A is seen from the right side. FIG. 6
is a cross-sectional view taken along line VI-VI of FIG.
5, and FIG. 7 is a cross-sectional view taken along line
VII-VII of FIG. 5. In the following description, the direc-
tions represented by arrows A1, A2, A3 and A4 will be
referred to as the first direction, the second direction, the
third direction and the fourth direction, respectively. As
shown in FIG. 4, the first direction A1 is the direction in
which the boss 36A extends. The second direction A2 is
the opposite direction to the first direction A1. The third
direction A3 is a circumferential direction of the boss 36A.
The fourth direction A4 is the opposite direction to the
third direction A3. The reference sign 36c denotes the
center line of the boss 36A. The reference sign R1 de-
notes radially outward of the boss 36A.
[0044] As shown in FIG. 4, the distal portion of the boss
36A is formed with a groove 50. The groove 50 includes
a first groove 51 that extends completely around an outer
circumferential surface 36s of the boss 36A, and a plu-
rality of second grooves 52 arranged in the circumferen-
tial direction.
[0045] As shown in FIG. 6, the first groove 51 includes
a first surface 61 crossing the first direction A1, and a
second surface 62 crossing the second direction A2. Al-
though the first surface 61 may perpendicularly cross the
first direction A1, it herein slantly (obliquely) crosses the
first direction A1. The first surface 61 is a surface that
extends toward the radially outward direction R1 while
extending in the first direction A1, and is a slope that is
inclined from the first direction A1. Similarly, although the
second surface 62 may perpendicularly cross the second
direction A2, it herein slantly (obliquely) crosses the sec-
ond direction A2. The second surface 62 is a surface that
extends toward the radially outward direction R1 while
extending in the second direction A2, and is a slope that
is inclined from the second direction A2. In the present
embodiment, the first surface 61 and the second surface
62 each extend completely around a center line 36c of
the boss 36A. Note, however, that there is no particular
limitation thereto. The first surface 61 and the second
surface 62 may be formed intermittently around the cent-
er line 36c.
[0046] As shown in FIG. 8, on a longitudinal section

passing through the center line 36c of the boss 36A, the
angle θ1 formed between the first direction A1 and the
first surface 61 may be equal to, or different from, the
angle θ2 formed between the second direction A2 and
the second surface 62. While there is no particular limi-
tation on the angles θ1 and θ2, such may be in the range
of 40° to 50° or in the range of 30° to 60°, for example.
In the present embodiment, θ1=θ2=47.5°.
[0047] As shown in FIG. 5, the second groove 52 in-
cludes a third surface 63 crossing the third direction A3,
and a fourth surface 64 crossing the fourth direction A4.
Although the third surface 63 may perpendicularly cross
the third direction A3, it herein slantly (obliquely) crosses
the third direction A3. The third surface 63 is a surface
that extends toward the radially outward direction R1
while extending in the third direction A3, and is a slope
that is inclined from the third direction A3. Similarly, al-
though the fourth surface 64 may perpendicularly cross
the fourth direction A4, it herein slantly (obliquely) cross-
es the fourth direction A4. The fourth surface 64 is a sur-
face that extends toward the radially outward direction
R1 while extending in the fourth direction A4, and is a
slope that is inclined from the fourth direction A4.
[0048] As shown in FIG. 9, on a cross-section perpen-
dicular to the center line 36c of the boss 36A, the angle
θ3 formed between the third direction A3 and the third
surface 63 and the angle θ4 formed between the fourth
direction A4 and the fourth surface 64 may be equal to
each other or different from each other. While there is no
particular limitation on the angles θ3 and θ4, such may
be in the range of 40° to 50° or in the range of 30° to 60°,
for example. In the present embodiment, θ3=θ4=45°. The
angles θ1 to θ4 may be all equal. Any one of the angles
θ1 to θ4 may be different from any other one or ones of
the angles θ1 to θ4. The angles θ1 to θ4 may all be dif-
ferent angles.
[0049] In the present embodiment, the depth 51d of
the first groove 51 (see FIG. 8) is deeper than the depth
52d of each second groove 52 (see FIG. 9). 51d>52d.
Note, however, that there is no limitation thereto. It may
be 51d=52d or may be 51d<52d. Note that the depth 51d
of the first groove 51 and the depth 52d of each second
groove 52 are set based on the thrust load, for example.
Herein, the thrust load corresponds to the load in the
direction A1 or A2 in the figures.
[0050] As shown in FIG. 4, the second grooves 52 are
formed closer to the distal end of the boss 36A relative
to the first groove 51. The first groove 51 is formed be-
tween the middle position of the boss 36A in the first
direction A1 and the second grooves 52.
[0051] As shown in FIG. 7, in the present embodiment,
the first groove 51 and the second grooves 52 are con-
nected to each other. The first groove 51 and the second
grooves 52 are continuous with each other. Note, how-
ever, that there is no limitation thereto. The first groove
51 and the second grooves 52 may be separate from
each other.
[0052] As shown in FIG. 4 and FIG. 7, the second
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grooves 52 are formed at the distal end of the boss 36A.
The second grooves 52 are open toward the second di-
rection A2. Also, since the second grooves 52 are con-
nected to the first groove 51, such are open toward the
first direction A1. Note, however, that there is no limitation
thereto.
[0053] As shown in FIG. 4, the length 52L of each sec-
ond groove 52 in the first direction A1 is longer than the
length 51L of the first groove 51 in the first direction A1.
51L<52L. Note, however, that there is no limitation there-
to. It may be 51L=52L or may be 51L>52L. Note that the
length 51L of the first groove 51 and the length 52L of
each second groove 52 are set based on the torque load,
for example. Herein, the torque load corresponds to the
load in the direction A3 or A4 in the figures.
[0054] FIG. 10 is a longitudinal sectional view of the
third sheave 34A before being joined. The third sheave
34A includes a proximal portion 34a extending in the first
direction A1, and a main body portion 34b located radially
outward R1 relative to the proximal portion 34a. The prox-
imal portion 34a is formed in a tubular shape, and has
an inner circumferential surface 34i and an outer circum-
ferential surface 34o. The main body portion 34b is
formed integral with the proximal portion 34a, and ex-
tends radially outward R1 from the proximal portion 34a.
A portion of the main body portion 34b is inclined from
the radial direction so as to extend toward the second
direction A2 while extending radially outward R1. This
portion of the main body portion 34b is a portion that is
to be in contact with the V belt 35 and is a portion that
supports the V belt 35 (see FIG. 2).
[0055] Although there is no particular limitation on the
materials of the boss 36A and the third sheave 34A, the
material of the boss 36A is S35C (carbon steel for ma-
chine structure) and the material of the third sheave 34A
is SPCC (cold rolled steel plate) in the present embodi-
ment. The hardness of the material of the boss 36A is
harder than the hardness of the material of the third
sheave 34A. Note that the "hardness of the material of
the boss" as used in the present specification refers to
the hardness of the material (S35C in the present em-
bodiment) of the boss. Where the boss is subjected to a
surface treatment, the "hardness of the material of the
boss" refers to the hardness of the material of the boss
but not the hardness of the surface after the surface treat-
ment. Similarly, the "hardness of the material of the
sheave" refers to the hardness of the material (SPCC in
the present embodiment) of the sheave. Where the
sheave is subjected to a surface treatment, the "hardness
of the material of the sheave" refers to the hardness of
the material of the sheave but not the hardness of the
surface after the surface treatment. Note that the "hard-
ness" is herein assumed to mean Rockwell hardness.
Note, however, that the "hardness" is not limited to Rock-
well hardness. For example, the "hardness" may be Vick-
ers hardness. The materials and the hardness described
above are merely illustrative and there is no particular
limitation thereto.

[0056] In the present embodiment, the elongation of
the material of the third sheave 34A is greater than the
elongation of the material of the boss 36A. Note that the
"elongation" is the rate of change between the initial
length and the length upon fracture. Where L0 denotes
the initial length and Lf denotes the length upon fracture,
the elongation δ is expressed as δ=[(Lf-L0)/L0]3100(%).
In the present specification, "the elongation of the mate-
rial of the sheave" and "the elongation of the material of
the boss" refer respectively to the elongation of the ma-
terial (SPCC in the present embodiment) of the sheave
and the elongation of the material (S35C in the present
embodiment) of the boss.
[0057] Next, referring to the flow chart of FIG. 11, a
method for joining together the third sheave 34A and the
boss 36A will be described.
[0058] First, a cylindrical boss 36A is prepared (step
S1). Then, the first groove 51 described above is formed
on the outer circumferential surface 36s of the distal por-
tion of the boss 36A (step S2). Then, the second grooves
52 described above are formed on the outer circumfer-
ential surface 36s of the distal portion of the boss 36A
(step S3). Thus, the boss 36A (see FIG. 4) is obtained,
which is formed with the first groove 51 and the second
grooves 52 on the distal portion thereof. Note that there
is no particular limitation on the method for machining
the first groove 51 and the second grooves 52. In the
present embodiment, the first groove 51 is formed by a
cutting process. The second grooves 52 are formed by
a rolling knurl process.
[0059] Then, after the boss 36A is subjected to induc-
tion hardening, a surface polishing process is performed.
Thereafter, portions of the boss 36A where the first
groove 51 and the second grooves 52 are formed are
masked, and the other portions of the boss 36A are sub-
jected to a plating process (step S4). In the present em-
bodiment, a chromium plating process is performed.
Thereafter, a polishing process is performed again.
[0060] Before or after steps S1 to S4, or simultaneously
with steps S1 to S4, the third sheave 34A is prepared
(step S5).
[0061] Then, a pre-press step of step S6 is performed.
In the pre-press step, the distal portion of the boss 36A
is press-fitted into the proximal portion 34a of the third
sheave 34A (see FIG. 10). Thus, the inner circumferential
surface 34i of the proximal portion 34a is aligned with the
first groove 51 and the second grooves 52.
[0062] Then, the outer circumferential surface 34o of
the proximal portion 34a of the third sheave 34A is
pressed toward the radially inward direction, thereby
plastically deforming the proximal portion 34a (step S7).
That is, the outer circumferential surface 34o of the prox-
imal portion 34a of the third sheave 34A is pressed toward
the radially inward direction until a portion of the proximal
portion 34a of the third sheave 34A is fitted into the first
groove 51 and the second grooves 52 of the boss 36A
and the third sheave 34A is joined to the boss 36A. Thus,
as shown in FIG. 12, the proximal portion 34a of the third
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sheave 34A plastically deforms, and a portion of the prox-
imal portion 34a flows into the first groove 51 of the boss
36A. The third sheave 34A then has a first plastically
deformed portion 34p that is located in the first groove
51. As shown in FIG. 13, the proximal portion 34a of the
sheave 34A plastically deforms, and another portion of
the proximal portion 34a flows into the second groove 52
of the boss 36A. The second sheave 34A then has a
second plastically deformed portion 34q that is located
in the second groove 52.
[0063] Note that a jig may be used when plastically
deforming the proximal portion 34a of the third sheave
34A. For example, as shown in FIG. 14A, a first jig 71
that is inserted into the distal portion of the boss 36A, a
second jig 72 that presses the outer circumferential sur-
face 34o of the proximal portion 34a of the third sheave
34A in the radially inward direction, and a third jig 73 that
is fitted into the second jig 72 so that it can slide up and
down may be used. An outer circumferential surface 72a
that is inclined from the vertical direction so as to extend
radially outward while extending downward is formed in
the lower portion of the second jig 72. An inner circum-
ferential surface 73a that is inclined from the vertical di-
rection so as to extend radially outward while extending
downward is formed in the lower portion of the third jig
73. As the third jig 73 is moved downward, the inner cir-
cumferential surface 73a of the third jig 73 and the outer
circumferential surface 72a of the second jig 72 come
into contact with each other, and the lower portion of the
second jig 72 is pushed by the third jig 73 in the radially
inward direction. As a result, the lower portion of the sec-
ond jig 72 presses the proximal portion 34a of the third
sheave 34A in the radially inward direction. The proximal
portion 34a of the third sheave 34A and the distal portion
of the boss 36A are sandwiched between the first jig 71
and the second jig 72, and the proximal portion 34a of
the third sheave 34A plastically deforms. By using such
first to third jigs 71 to 73, for example, the third sheave
34A and the boss 36A can be joined simply and inexpen-
sively.
[0064] As described above, the third sheave 34A and
the boss 36A are joined together. Note that although de-
tailed description is omitted, the fourth sheave 34B and
the boss 36B are joined together in a similar manner. As
with the boss 36A, the boss 36B is also formed with the
first groove 51 and the second grooves 52. As the prox-
imal portion of the fourth sheave 34B is pressed in the
radially inward direction, a portion of the proximal portion
of the fourth sheave 34B plastically deforms to flow into
the first groove 51 and the second grooves 52, thus join-
ing together the fourth sheave 34B and the boss 36B.
[0065] The step of joining together the third sheave
34A and the boss 36A and the step of joining together
the fourth sheave 34B and the boss 36B are a part of the
CVT 30 manufacturing process. Methods for manufac-
turing the CVT 30 include those in which the third sheave
34A and the boss 36A are joined together and those in
which the fourth sheave 34B and the boss 36B are joined

together.
[0066] As described above, according to the present
embodiment, there is no need to weld together the third
sheave 34A and the boss 36A. Therefore, materials that
are difficult to weld together can be used as the materials
of the third sheave 34A and the boss 36A. Since there
is no need for welding, it is possible to inexpensively join
together the third sheave 34A and the boss 36A.
[0067] Now, the boss 36A receives a load in the first
direction A1 and a load in the second direction A2 of the
third sheave 34A. In the present embodiment, the first
groove 51 is formed on the boss 36A. The third sheave
34A includes the first plastically deformed portion 34p
that is located in the first groove 51. Herein, the first
groove 51 has the first surface 61 crossing the first di-
rection A1. Therefore, the boss 36A can sufficiently re-
ceive the load in the first direction A1 of the third sheave
34A. The first groove 51 includes the second surface 62
crossing the second direction A2. Therefore, the boss
36A can sufficiently receive the load in the second direc-
tion A2 of the third sheave 34A. Therefore, the boss 36A
can sufficiently support the load in the axial direction of
the third sheave 34A.
[0068] The boss 36A receives a load in the third direc-
tion A3 and a load in the fourth direction A4 of the third
sheave 34A. In the present embodiment, the boss 36A
is formed with the second grooves 52. The third sheave
34A includes the second plastically deformed portion 34q
that is located in the second groove 52. Herein, the sec-
ond groove 52 has the third surface 63 crossing the third
direction A3. Therefore, the boss 36A can sufficiently re-
ceive the load in the third direction A3 of the third sheave
34A. The second groove 52 includes the fourth surface
64 crossing the fourth direction A4. Therefore, the boss
36A can sufficiently receive the load in the fourth direction
A4 of the third sheave 34A. Therefore, the boss 36A can
sufficiently support the load in the rotation direction of
the third sheave 34A.
[0069] Therefore, according to the present embodi-
ment and the present invention, the third sheave 34A and
the boss 36A can be desirably joined together without
welding together the third sheave 34A and the boss 36A.
[0070] In the present embodiment, the first surface 61
is a surface that extends toward the radially outward di-
rection R1 while extending in the first direction A1. The
second surface 62 is a surface that extends in the radially
outward direction R1 while extending in the second di-
rection A2. The third surface 63 is a surface that extends
in the radially outward direction R1 while extending in the
third direction A3. The fourth surface 64 is a surface that
extends in the radially outward direction R1 while extend-
ing in the fourth direction A4. Therefore, it is possible to
relatively easily form the first groove 51 and the second
grooves 52.
[0071] In the present embodiment, the hardness of the
material of the boss 36A is harder than the hardness of
the material of the third sheave 34A. The elongation of
the material of the third sheave 34A is greater than the
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elongation of the material of the boss 36A. Therefore,
when joining together the third sheave 34A and the boss
36A, it is easier to plastically deform the proximal portion
34a of the third sheave 34A. A portion of the proximal
portion 34a of the third sheave 34A is plastically deformed
when the outer circumferential surface 34o of the proxi-
mal portion 34a of the third sheave 34A is pressed toward
the radially inward direction, thereby making it easier to
flow into the first groove 51 and the second grooves 52
of the boss 36A. Therefore, it is possible to desirably join
together the third sheave 34A and the boss 36A.
[0072] According to the present embodiment, the first
groove 51 extends completely around the outer circum-
ferential surface 36s of the boss 36A. It is possible to
relatively easily form the first groove 51. The first surface
61 and the second surface 62 are formed across the en-
tirety in the circumferential direction of the boss 36A.
Therefore, it is possible to ensure a relatively large area
of the first surface 61 and the second surface 62. There-
fore, the boss 36A can sufficiently support the load in the
axial direction of the third sheave 34A. A plurality of sec-
ond grooves 52 are arranged in the circumferential di-
rection. A plurality of third surfaces 63 and a plurality of
fourth surfaces 64 are formed in the circumferential di-
rection. Therefore, it is possible to ensure a relatively
large overall area of the third surfaces 63 and the fourth
surfaces 64. Thus, the boss 36A can sufficiently support
the load in the rotation direction of the sheave 34A. Ac-
cording to the present embodiment, the sheave 34A is
plastically deformed, thereby making it possible to firmly
join the sheave 34A to the boss 36A.
[0073] According to the present embodiment, the sec-
ond grooves 52 are open toward the second direction
A2. Therefore, it is possible to easily form the second
grooves 52. The second grooves 52 are connected to
the first groove 51, and the second grooves 52 are open
toward the first direction A1. This also makes it possible
to easily form the second grooves 52.
[0074] According to the present embodiment, the
length 52L of each second groove 52 in the first direction
A1 is longer than the length 51L in the first direction A1
of the first groove 51. 52L>51L (see FIG. 4). Since the
length 52L of each second groove 52 in the first direction
A1 is relatively long, it is possible to ensure a relatively
large area of the third surface 63 and the fourth surface
64. Therefore, the boss 36A can sufficiently support the
load in the rotation direction of the third sheave 34A.
[0075] According to the present embodiment, the
depth 51d of the first groove 51 (see FIG. 8) is deeper
than the depth 52d of each second groove 52 (see FIG.
9). 51d>52d. Since the depth 51d of the first groove 51
is relatively deep, it is possible to ensure a relatively large
area of the first surface 61 and the second surface 62.
The boss 36A can sufficiently support the load in the axial
direction of the third sheave 34A.
[0076] Now, the first groove 51 and the second grooves
52 have corner portions. In the plating process (see step
S4), if the outer circumferential surface 36s of the boss

36A is entirely subjected to a plating process, the current
density is high at the corner portions of the first groove
51 and the second grooves 52 so that the corner portions
are more easily plated than other portions. As a result,
the thickness of the plating film is likely to be non-uniform.
However, when the thickness of the plating film is non-
uniform, when the proximal portion 34a of the third
sheave 34A is plastically deformed so as to flow into the
first groove 51 and the second grooves 52, the proximal
portion 34a may not smoothly flow into the inside of the
first groove 51 and the second grooves 52, thus inhibiting
uniform plastic deformation. According to the present em-
bodiment, however, the first groove 51 and the second
grooves 52 are masked during the plating process, and
the inside of the first groove 51 and the inside of the
second grooves 52 are not plated. Therefore, a plastic
deformation defect does not occur due to non-uniformity
in the thickness of the plating film. Thus, the proximal
portion 34a of the third sheave 34A can be uniformly plas-
tically deformed, and it is possible to desirably join to-
gether the third sheave 34A and the boss 36A. On the
other hand, since portions, other than the first groove 51
and the second grooves 52, of the outer circumferential
surface 36s of the boss 36A are plated, it is possible to
suppress friction of those portions while the CVT 30 is in
operation.
[0077] As described above, according to the present
embodiment and the present invention, the third sheave
34A and the boss 36A are joined together through plastic
deformation of the third sheave 34A without welding to-
gether the third sheave 34A and the boss 36A. Therefore,
before joining together the third sheave 34A and the boss
36A, only the third sheave 34A can be subjected to a
heat treatment, etc., and only the boss 36A can be sub-
jected to a heat treatment, etc. Thus, as compared with
a case where the third sheave 34A and the boss 36A are
welded together, the process to be performed on the third
sheave 34A and the boss 36A is easier.
[0078] Note that the effects described above can sim-
ilarly be achieved also for the fourth sheave 34B and the
boss 36B.
[0079] While one embodiment has been described
above, the embodiment is merely an example. Various
other embodiments are possible. Next, examples of other
embodiments will be briefly described.
[0080] While the first groove 51 extends completely
around the outer circumferential surface 36s of the boss
36A in the embodiment described above, there is no par-
ticular limitation on the shape of the first groove 51. For
example, as shown in FIG. 15, a plurality of first grooves
51 may be arranged in the circumferential direction of
the boss 36A. The boss 36A may include a plurality of
first grooves 51 having the first surface 61 and the second
surface 62, extending in the circumferential direction and
arranged in the circumferential direction, and a plurality
of second grooves 52 having the third surface 63 and the
fourth surface 64, extending in the first direction A1 and
arranged in the circumferential direction.
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[0081] While the first groove 51 and the second
grooves 52 are continuous with each other in the embod-
iment described above, the first groove 51 and the sec-
ond grooves 52 do not need to be continues with each
other as shown in FIG. 15, for example. The first groove
51 and the second grooves 52 may be separate from
each other.
[0082] In the embodiment described above, the first
surface 61 and the second surface 62 are provided on
the first groove 51, and the third surface 63 and the fourth
surface 64 are provided on the second grooves 52. The
groove 50 formed on the boss 36A includes the first
groove 51 and the second grooves 52, which have dif-
ferent shapes. However, there is no particular limitation
on the shape of the groove 50 of the boss 36A. For ex-
ample, a plurality of grooves of the same shape may be
formed on the boss 36A. The boss 36A may include a
plurality of grooves having the first to fourth surfaces 61
to 64 and formed in the circumferential direction.
[0083] The first surface 61 may be a surface that is
perpendicular to the first direction A1. Similarly, the sec-
ond surface 62 may be a surface that is perpendicular to
the second direction A2. The third surface 63 may be a
surface that is perpendicular to the third direction A3. The
fourth surface 64 may be a surface that is perpendicular
to the fourth direction A4.
[0084] In the embodiment described above, the sec-
ond grooves 52 do not need to be open toward the first
direction A1. The second grooves 52 may have the first
surface 61 crossing the first direction A1. The second
grooves 52 do not need to be open toward the second
direction A2. The second grooves 52 may have the sec-
ond surface 62 crossing the second direction A2.
[0085] While the first groove 51 is formed between the
middle position of the boss 36A in the first direction A1
and the second grooves 52 in the embodiment described
above, the first groove 51 may be formed closer to the
distal end of the boss 36A relative to the second grooves
52. The second grooves 52 may be formed between the
middle position of the boss 36A in the first direction A1
and the first groove 51.
[0086] The length 52L of each second groove 52 in the
first direction A1 does not always need to be longer than
the length 51L of the first groove 51 in the first direction
A1. It may be 52L=51L or may be 52L<51L.
[0087] The depth 51d of the first groove 51 does not
always need to be deeper than the depth 52d of each
second groove 52. It may be 51d=52d or may be
51d<52d.
[0088] Where a relatively uniform plating film can be
formed on the first groove 51 and the second grooves
52, the first groove 51 and the second grooves 52 do not
need to be masked during the plating process.
[0089] While the second grooves 52 are formed by a
knurl process in the embodiment described above, there
is no particular limitation on the method for machining
the second grooves 52.
[0090] While the boss 36A is subjected to a plating

process in the embodiment described above, there is no
particular limitation thereto. Depending on the material
of the boss 36A, there may be no plating process.
[0091] While the second grooves 52 are formed after
the first groove 51 is formed in the embodiment described
above, the order is not limited to this. The first groove 51
may be formed after the second grooves 52 are formed.
Alternatively, the first groove 51 and the second grooves
52 may be formed simultaneously.
[0092] The embodiment described above is an embod-
iment where the method for joining together the sheave
and the boss through plastic deformation of the proximal
portion of the sheave is applied to the secondary pulley
34. Note, however, that the application of the joining
method is not limited to the secondary pulley 34. The
joining method can be applied to the primary pulley 33.
[0093] A motorcycle on which the CVT 30 is installed
may be a type of a motorcycle other than a scooter. The
CVT 30 may be installed on a vehicle other than a mo-
torcycle. The CVT 30 may be any other straddled vehicle
such as an auto tricycle, an ATV (All Terrain Vehicle),
and the like. Note that a straddled vehicle refers to a
vehicle that is straddled by a passenger. The CVT 30
may be installed on a vehicle other than a straddled ve-
hicle.
[0094] It will be appreciated that the embodiments of
the present invention hereinbefore described are given
by way of example only, and are not intended to limit the
scope of the invention in any way. The steps of the meth-
od of the present invention may be carried out in the
sequence presented or claimed or in any other suitable
sequence.
[0095] It will be appreciated that any of the features of
any of the disclosed embodiments may be provided in
combination with any of the features of the statements
of invention given in the Summary of Invention and/or
any of the other disclosed embodiments either individu-
ally or in combination.
[0096] It will be appreciated that the term "straddle-
type" vehicle or motor vehicle used herein, and as used
in the art, is meant to include at least the following terms
also used in the art:
straddled vehicle, saddle-ride vehicle, saddle-straddling
type vehicle, and includes: motorcycles and motorbikes
as well as motor tricycles, quad bikes, All Terrain Vehicles
(ATVs), scooters, mopeds and snowmobiles.

REFERENCE SIGNS LIST

[0097] 30: Belt-type continuously variable transmis-
sion, 33: Primary pulley, 34: Secondary pulley, 34A: Third
sheave, 34a: Proximal portion, 34b: Main body portion,
34i: Inner circumferential surface of proximal portion,
34o: Outer circumferential surface of proximal portion,
36A: Boss, 36s: Outer circumferential surface of boss,
50: Groove, 51: First groove, 52: Second groove, 61:
First surface, 62: Second surface, 63: Third surface, 64:
Fourth surface.
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Claims

1. A method for manufacturing a belt-type continuously
variable transmission, the method comprising:

a step (S1) of preparing a cylindrical boss (36A)
extending in a first direction (A1);
a step (S2, S3) of forming a groove (50) on an
outer circumferential surface (36s) of the boss
(36A), wherein the groove (50) has a first surface
(61) crossing a first direction (A1), a second sur-
face (62) crossing a second direction (A2) that
is an opposite direction to the first direction (A1),
a third surface (63) crossing a third direction (A3)
that is a circumferential direction, and a fourth
surface (64) crossing a fourth direction (A4) that
is an opposite direction to the third direction (A3);
a step (S5) of preparing a sheave (34A), wherein
the sheave (34A) comprises or includes a prox-
imal portion (34a) that has an inner circumfer-
ential surface (34i) and an outer circumferential
surface (34o) and extends in the first direction
(A1), and a main body portion (34b) that is lo-
cated radially outward (R1) relative to the prox-
imal portion (34a) and supports a belt (35);
a pre-press step (S6) of aligning the inner cir-
cumferential surface (34i) of the proximal portion
(34a) of the sheave (34A) with the groove (50)
on the outer circumferential surface (36s) of the
boss (36A); and
a step (S7) of pressing the outer circumferential
surface (34o) of the proximal portion (34a) of the
sheave (34A) toward a radially inward direction,
thereby plastically deforming the proximal por-
tion (34a) until a portion of the proximal portion
(34a) of the sheave (34A) is fitted into the groove
(50) of the boss (36A) and the sheave (34A) is
joined to the boss (36A).

2. The method for manufacturing a belt-type continu-
ously variable transmission according to claim 1,
wherein the first surface (61) is a surface that extends
toward the radially outward direction (R1) while ex-
tending in the first direction (A1), the second surface
(62) is a surface that extends toward the radially out-
ward direction (R1) while extending in the second
direction (A2), the third surface (63) is a surface that
extends toward the radially outward direction (R1)
while extending in the third direction (A3), and the
fourth surface (64) is a surface that extends toward
the radially outward direction (R1) while extending
in the fourth direction (A4).

3. The method for manufacturing a belt-type continu-
ously variable transmission according to claim 1 or
2, wherein a hardness of a material of the boss (36A)
is harder than a hardness of a material of the sheave
(34A).

4. The method for manufacturing a belt-type continu-
ously variable transmission according to any one of
claims 1 to 3, wherein an elongation of a material of
the sheave (34A) is greater than an elongation of a
material of the boss (36A).

5. The method for manufacturing a belt-type continu-
ously variable transmission according to any one of
claims 1 to 4, wherein the groove (50) comprises or
includes a first groove (51) that has the first surface
(61) and the second surface (62) and extends com-
pletely around the outer circumferential surface
(36s) of the boss (36A), and a plurality of second
grooves (52) that have the third surface (63) and the
fourth surface (64) and are arranged in a circumfer-
ential direction.

6. The method for manufacturing a belt-type continu-
ously variable transmission according to any one of
claims 1 to 4, wherein the groove (50) comprises or
includes a plurality of first grooves (51) that have the
first surface (61) and the second surface (62) and
are arranged in a circumferential direction, and a plu-
rality of second grooves (52) that have the third sur-
face (63) and the fourth surface (64) and are ar-
ranged in a circumferential direction.

7. The method for manufacturing a belt-type continu-
ously variable transmission according either of
claims 5 or 6, wherein the second grooves (52) are
open toward the second direction (A2).

8. The method for manufacturing a belt-type continu-
ously variable transmission according to any one of
claims 5 to 7, wherein the first groove (51) is formed
between a middle position of the boss (36A) in the
first direction (A1) and the second grooves (52).

9. The method for manufacturing a belt-type continu-
ously variable transmission according to any one of
claims 5 to 8, wherein the first groove (51) and the
second grooves (52) are connected to each other.

10. The method for manufacturing a belt-type continu-
ously variable transmission according to any one of
claims 5 to 9, wherein a length (52L) of each second
groove (52) in the first direction (A1) is longer than
a length (51L) of the first groove (51) in the first di-
rection (A1).

11. The method for manufacturing a belt-type continu-
ously variable transmission according to any one of
claims 5 to 10, wherein a depth (51d) of the first
groove (51) is deeper than a depth (52d) of each
second groove (52).

12. The method for manufacturing a belt-type continu-
ously variable transmission according to any one of
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claims 1 to 11, comprising, after the step (S2, S3) of
forming the groove and before the pre-press step
(S6), a step (S4) of at least partially plating a portion
of the outer circumferential surface (36s) other than
the groove (50) without plating an inside of the
groove (50) on the outer circumferential surface
(36s) of the boss (36A).

13. A belt-type continuously variable transmission (30)
comprising a primary pulley (33) supported on a pri-
mary shaft (31), a secondary pulley (34) supported
on a secondary shaft (32), and a belt (35) wound
around the primary pulley (33) and the secondary
pulley (34), wherein:

at least one of the primary pulley (33) and the
secondary pulley (34) has a cylindrical boss
(36A) that extends in a first direction (A1) and a
sheave (34A) that extends radially outward from
the boss (36A);
a groove (50) is formed on an outer circumfer-
ential surface (36s) of the boss (36A), wherein
the groove (50) has a first surface (61) crossing
the first direction (A1), a second surface (62)
crossing a second direction (A2) that is an op-
posite direction to the first direction (A1), a third
surface (63) crossing a third direction (A3) that
is a circumferential direction, and a fourth sur-
face (64) crossing a fourth direction (A4) that is
an opposite direction to the third direction (A3);
the sheave (34A) has a proximal portion (34a)
that extends in the first direction (A1), and a main
body portion (34b) that is located radially out-
ward relative to the proximal portion (34a) and
supports the belt (35);
the proximal portion (34a) of the sheave (34A)
includes a plastically deformed portion (34p,
34q) that is fitted into an inside of the groove
(50) of the boss (36A); and
the sheave (34A) and the boss (36A) are joined
together through plastic deformation of the prox-
imal portion (34a) of the sheave (34A).

14. The belt-type continuously variable transmission
(30) according to claim 13, wherein the first surface
(61) is a surface that extends toward the radially out-
ward direction while extending in the first direction
(A1), the second surface (62) is a surface that ex-
tends toward the radially outward direction while ex-
tending in the second direction (A2), the third surface
(63) is a surface that extends toward the radially out-
ward direction while extending in the third direction
(A3), and the fourth surface (64) is a surface that
extends toward the radially outward direction while
extending in the fourth direction (A4).

15. A straddle-type vehicle (1) comprising a belt-type
continuously variable transmission (30) according to

either of claims 13 or 14.
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