- DNB-#50 i/ AY%<E. Bearing Installation

tESE Pressure assembly

\4

BEBRT  WATLRAEDERISIUHTRE | RENERACHEEEN  BIEEEHITHAUSEDR , ERANRRELAR
EYCETE.
In most applications, Dernore bearings can be fitted by press. For this procedure, a mandrel and a press machine are used,

it is forbidden to hit the bearing in order to avoid deformation of bearings. The housing inner side should smooth without

contamination.

SUREEEL  Frozen assembly

\/

BERASTKRASREERERBIWMERSNE NG | IRERNQRER -40°C ~-70°C , QRIE—RN LML , BAFE
ERETMNEEMRSAE.
The cooling fit uses liquid nitrogen or dry ice, compared to press fitting, cooling fit is efficient and achieves more accurate

installarion. The standard cooling temperature is -40°C ~-70°C, cooling time should be more than one hour, details according to

the bushing wall thickness and interference design.

HWARNBGEETLURIBLA T ATHE

Calculation of bearing shrinkage amount of outer diameter:

A D=Dxax 2T P’—\I
s D : MRIHEE Shrinkage of bearing OD = &l Mandrel
D : 35S MZ Bearing OD
o: ZeMERMKERER ( 1/105K ) Disk
a T : ;BEZ Temperature difference
Di - #HZE Bearing
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DNB-#50 /i AY%EE Bearing Installation

LHER R BIRAYEEE  Thrust washers and plate fit

A\

IHER R TBIRN S 2R R LMIER |, A T BT RIB SN E R AT IRL INLAE E,

It is recommend to install the thrust washers and sliding plates with the hollow indented housings. To avoid the moving of such

parts, a dowel pins is recommended to be installed.

1. EfisH% % Dowel pin application(thrust washer)

0.3~0.5mm
A'i . BT

______ 20N
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Thrust washer —"

Housing dent
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s Dowel pin
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Bushing

2. R Ze3E Inlaid installation(plate)
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r Wear Plate
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Dowel pin
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BEFLMIHE

Housing dent

3. skiR22%24%% Flat head screw application

0.3—0.5mm\

B , \
Wear plate
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Flat head screw
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Housing
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SHIZSERTAZEEMTGLX  Wrapped Bushing Dimensional Inspection

HHETRRNRETZRETHOENGFR  F5 REEBERSTRERIFNERE  RHE
SMEFNEEFLZ BIAE BERS , WEERAREMENENR , BEAEEERRS TERUE
FEERRIAIME MR ARSI B FNIRE A 881l ; [SO3547 tRfEss 2 B9 ht&HI2~m
NERIE T ERIHNIE , 855

RISTTIE A - IERAULIRIME

1I875%A B ¢ ILBHEIRIMR ;

®IE C . IHEEIRAR ;

WITTE D . WERKRANUSRIMZ

LIRERRITTE C NERERITE , BEaIeTT & IaIeTrsE C FEERATERR.

Rolled products in the manufacturing process determine the existence of open joints,
making products in the free state not habe a good whole circle shape, while sleeve
diameter and the seat for the interference fit between the holes, sleeve adapted to
maximize Block hole shape can not be directly measured in the free state the inner/
outside diameter of the product only can be by a special measuring instrument; In ISO3547
standards measured Part 2 of the rolled products made clear tolerance test requirements,
including :

Test Method A: Huff regulatory test outside diameter;

Test method B: use stop-pass gauge to test the outside diameter;

Test method C: use stop-pass gauge to test the inside diameter;

Test method D: Measure the outer diameter of large scale product and use wall-thickness
test to replace test method C. (Wall-thickness test and test method C can not be used at
the same time.)

HMEIEILFE  External diameter test methods
\

1&36757E A (ISO3547-2: Test A)

RANANEN L TRIERAIIMZHITRE | LT RA0F D48 _LIaKEREIMe RS
Fch , ZHAEEHMERBRAEERNASIMATIENER. Ried , BT @ERPEHmEN
BEERIMERSTEXRAR,. FRIMEILIETRREZ B Z e Z FitE.

Test A of ISO 3547 Part 2

Check the outside diameter of a wrapped bush using measuring equipment as shown to
the right, with a checking block consisting of upper and lower halves and setting plugs, at a
determined checking load of Fch, during the test the outside diameter of the bush is made
smaller by the elastic reduction, however it is not a permanent deformation. The bushes
outside diameter can be calculated from the difference in the value of z (=12)

1836 757% B (1ISO3547-2: Test B)

ISR AABIEMFILL , BFLIRAS] 250N e EHERNFFBTEN | THERER N
RENDET L. ERLER MOREETREZEIRN , LLIIMERARSRASHFOENNFEE
81 250N , HATERICRAIGINTTIE A EN DB ERESHIGITTIE.

Test B of ISO 3547 Part 2

The test is carried out with two ring gauggs, a Go gauge and a No Go gauge whose
diameter Shall be chosen empirically from with Table 6 of ISO3547-1:1999 and agreed
upon. It shall be possible to press the bushes into the GO gauge and then push them
through with hand pressure (maximum force 250N). On the other hand with the same
force, it shall not be possible for them to go into and through the NO GO gauge (See ISO
12307-1)
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1636757% D (ISO3547-2: Test D)
RARHRIONERRNENMNE, —
BEETRI ARHUSAYHEI MBI,

Test D (ISO 3547-2)
The test is carried out by means
of a precision measuring tape.

1838755% A Test A of ISO

FFO4% Open joint

M4EM Huff regulatory

MBARMAEE  d,= mm
Checking block
and setting mandrel

WEEN Fen= N

Torce test

RFRE A = and____mm
Limiting value

SMENZE D,= to mm

OD tolerance

103675:% B Test B of ISO

ARAFEAN TERBFEN
Through with Cannot Through
hand pressure with hand pressure
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Go ring gauge No Go ring gauge

SHZSERRT2ZEENZALZ  Wrapped Bushing Dimensional Inspection

ARH8I87 % Internal diameter test methods
\/

I T77% C (1S03547-2: Test C)

BHEENREMNEEERENNEZ . IENENTURA=ANERENE. ILENRK.
NEFMERES—RRENCRAR. ILEMRE , WRERFREAENTES 250N iBiRERT
OB ERA . AERER FIDREMNLTEBTHERL. SWMEEAREETNE, #E
IMEITRERS KA MAAERER.

Test C (ISO3547-2: Test C)

To check the inside diameter, the bush is to be pressed into a ring gauge, whose nominal
diameter corresponds to the dimension specified in 1ISO3547-1:1999. The inside diameter
shall be measured with a 3-point measuring instrument or checked with a GO and NO GO
plug gauge. The GO plug gauge shall be inserted by a minimum effort; the NO GO plug
gauge shall not be inserted by manual pressure(maximum force 250N). In order to enable
the manufacturer and the customer to compare results of this test it should be agreed
whether results should be obtained by measuring or by gauging.

W Fi%EC
TestC

E=9:3739)
Ring gauge I
WE
Bush
& i
GO gauge

AAFEN
Push fit by hand

i
NO GO gauge

IR
Ring gauge L
X e
LHEER1838753% Thrust washer test method Bush
v ‘ %rf}ﬁ;ﬁ)\
MTEEAZLS , BANTTENTRRTINEGNEREORFEE. REERERATR Pushfitnot possible by hand
OTERIGNRARIETE |, EBRRKEEEREERNTTR | AR TRUAATERRASH HEREE
%ng Washer weight
’ - B
Thickness
Beside the thickness, the flatness of washer is also important for washer and grinding parts' of washer
usage age. We use very helpful test in which the washer falls through the gap between two iy — IR
plain parallel plates of a gauge under its dead weight. The plates must be big enough to Gauge VTV';rs“rf;r
cover the whole washer.
e e
Distance
EZ[E4EiM757% Wall Thickness test method ZEL“;Ze{;ces
A\
eI 7% C IBNARMNAERNER , EERERERIERRHTUE, ‘ R ‘
The wall thickness is measured at once,two or three positions axially according to the —
bearing dimensions.The wall thickness and the inside diameter shall not be specified X U —H X
together on the same drawing.
MER
,)rw%‘q Measurement position
Bl T measurement position
B<15 B/2 1
15<B<50 4 2
50<B<90 6 and B/2 3
B>90 8 and B/2 3
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SHFHRAIREE

BEER% Straight set of installation

Wrapped Bushing Installation

\4
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Litter oil on the shaft sleeve surface helb to assemble
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SHI2RRIZESE Wrapped Bushing Installation

FHE Concentricity
v

EHRNEHENTHANEEFERIEEEE, EXMEE M HERNMENNARHELURER LS ERBERRINARHERHE
0.02mm &,

Degree of precision coaxial bearing the normal use for a very important requirement sleeve length in one or two degrees of the
different axes and in the flange or thrust washer diameter of the different degree of control shaft within 0.02mm.

B EBIRIIES Thrust washers and sliding plates installation

A\

ENERTNBIRTEEMERIEEILA |, ATERBH , EERBECHEMLEE.

It is reconmmended to install the thrust washers and sliding plates with the hollow indented housing. To avoid the moving of such
parts, a Dowel pins is recommended to be installed.

1. EfEES R _ERYEER Dowel pin application (thrust waher)

EN

2. EAHHTEBHR_EROER Dowel pin used on slide plate

BE)EE:ES

0.3~0.5mm Concentricity requirements
o0emm

IR ENL$H dowel pin
Thrust washer

\__##E Bushing

0.3~0.5mm

| 722
e

A"  —

Efz$4 Dowel pin

B8R Slide plate
R

3. LRz ry(ER Flat head screw application

7

HttExE7x Other fixation methods

v

HTAEREMEN , JLURABOLREE , MEFFSHE (RE <320°C) RAEMUER ; WRW/REEEREEREBITHEMEIAR
BEESRZATEE , WETFEHLESHAFISERM,

e
Flat head screw

Fkigg
Flat head screw
1~0.5mm 0.3~0.5mm

bl
Slide plate
2 EET

When the pin is not available, you can use laser welding, adhesives and brazing (temperature < 320 °C ) method to be fixed;
while do in this way, temperature used must not higher then the bearing material itself can be standed, the cleeve face should be
prevent from contacting with adhesives.
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PTFE EiiRAINN TS EIR Processing and installation considerations of PTFE-based bearing
v

PTFE EME—REEMMRTM  BEEAFAATHTR. ESNT BEAUREFIRIININ SHE0ERNENERE TSR EFEREX,

WMEREFOTLIES TERMREAIRERE , LS PTFE BEiETELEEHTRISFELIXZIEESNRE | BRIEIGIF ECERm Tt
18 (3RE 0.6mm , HRC > 55) FHY¢eahIEZE RZ1 ;

LHRIILES/NSERANTIERIS TSR, TLUEA TR , SR TEMRRT | S7E 100°CRZi kiR 0.008mm ;

EHREMRESTE. REEFeen B HREF LSRR ES R E | JRIEMRERIRIM | HREEIMEEE AN 1.5 &,
R (E AR R R R E AT AR RIS

PTFE AFEMIRT , AT ERERIFEZNM PTFE —UBHTIN TS | LSRN EN LA RBIIEEHRTam THILESD
SEEF BRI TTETLUEI . KIE. BUOIEIEITIEA.

PTFE-based bearings are generally finished parts, assembled in the hole without the hinge, and other processing, if the bore size of
the recommended process, the rolling type bearings with bore roundness can meet the requirements;

If the client can accept a significant reduction of dry friction, extruding the inner holes on the PTFE-based bearing after the
compression to achieve higher accuracy, we strongly recommend the extrusion mandrel surface treatment (depth of 0.6mm, HRC
> 55) and polished to Rz1;

When the bearing's specific pressure is small and required to run a smooth swing, you can increase the working space, when used
at high temperatures, it is increased by 100 °C, the proposed reduction of shaft diameter 0.008mm;

If the material of bearing is bronze, aluminum or zinc alloy, it is recommended to reduce the bearing hole to increase the amount
of interference bearing assembly; to ensure the bearing rigidity, The base of bearing's diameter is usually 1.5 times to the bearing's
diameter, thin-walled bore with pressure to consider when installed and used in the process of the deformation;

PTFE bearings need processing, in order to avoid the generation of burrs from the PTFE side of the proposed processing or drilling
in the drilling process should have sufficient support sleeve has been to ensure that no pressure leads to deformation of the
borehole; processing methods strip can cut, water jet cutting, laser cutting and other methods.

HAKRZ BRAE EREIRER -
Dia of the axis d Required ID dE Diameter of the shaping tools dk

d d+0.03

d d+0.02 d+0.06 R,

d+0.03 d+0.08 <
d+0.04 d+0.10

?g;\ R1.5

A‘% FEFL Hole
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- EHlZHRAYEE Wrapped Bushing Installation EHlREAYTE Wrapped Bushing Installation

¥JEZ&H The Shaft
\

XIEGROAR, REEE. REEGELNRERESES R THENERSGRISIRK , —RER TFRAJZMAERE HRC > 50 , RE
HEKERE Ra0.4 LTS ; FERR RS RRIMAIA SR ERFEN. HARER.

Grinding pieces of material, surface hardness, surface roughness and surface treatments have a great impact on the life of bearing,
in general, we recommend that the hardness of the shaft HRC > 50, surface roughness below Ra0.4; We suggest using stainless
steel, hard chrome plating in the wet or corrosive place.

NIRRT IEHBROIRTT
Incorrect design Correct design

247 Seal
\

SREMERERMAATF —EARETMEREMEINSIHN | ESBYIENEINSSIREEY RN R S 2T B LIRS
HREYE A,
If increased levels of contamination occur or the bearing is used in an aggressive environment, the bearing section should be

protected from dust and containment. The normal solution is to re-design the surrounding structure so that the contamination
cannot reach the bearing section. If the contamination is critical, a collar of grease or a shaft seal is recommended.
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