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Developing Solutions to Improve the Functionality of Chassis Parts
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Abstract

As we promote the electrification of chassis parts, we are developing a set of advanced materi-
als and solutions to provide advantage in part weight, cost, and life cycle GHG emissions. We
introduce a development example of a lower arm and subframe that weigh the same as aluminum
while meeting the part requirements of electric vehicles by applying our own 980 MPa-class high
tensile steel, forming method, and developed structure. We also introduce a development example
of a steel tube trailing arm, at a lower cost than those made using conventional steel tube forming
methods in order to accommodate the application of steel tube parts to rear suspensions with the
aim of increasing the amount of battery capacity installed.
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Sheet thickness compression forming method applied to
press molding process of front lower arm

(a) Conventional
method

(b) Sheet thickness compression
method
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Crash performance of the developed structure (CAE
analysis)
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(a) Upper view (b) Lower view
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Developed lower arm
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<Electricity cost> Mileage: 100,000 km, Region: Japan (2018)
Rate of non-fossil fuels: 23%
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(b) Cross-sectional deformation press bending
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