JLONG LIFE
IBEARINGS

IKE Bearing &
'SH Bearing

EPerformance of Long Life Bearings ( Compared with Conventional Bearings )

KE Bearing

SH Bearing

@ Life in Contaminated Qil

10 times or longer

10 times or longer

@ Dent Resistance

10 times or more

8 times or more

& Wear Resistance

2 times or more

1.5 times or more

& Life in Clean Qil

2 times or longer

6 times or longer

KE Bearing — Case Hardened Steel

SH Bearing — Through Hardened Steel

H Flaking Mechanism and Countermeasures

€

FLAKING IN CONTAMINATED OIL

>

FLAKING IN CLEAN OIL
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Flaking

Dent

VA

By optimizing retained austenite
(¥R), work hardening of risen area
could be repressed

Smaller risen height showed
smaller shear stress

Smaller risen height showed
longer life

Risen area had work |
hardening and not
disappeared easily

Conventional
bearing

Risen area showed
small work hardening
and easily disappeared

Long life
bearing
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By increasing surface hardness and
optimizing retained austenite.
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2. Peeling & How to get Long Life
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Harder raceway surface proved longer life Retained austenite (¥R) not related with peeling
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By increasing raceway surface hardness than particle hardness or forming carbonitride stratum,
wear resistance can be improved.

Life conventional bearing < Life | SH bearing | = Life | KE hearing

Counter-
measures

Life in contaminated oil Life in clean oil Dent resistance
KE bearing, SH bearing KE bearing : 2 times or longer KE bearing : 10 times or more
:10 times or longer SH bearing : 6 times or longer SH bearing : 8 times or more
Hardness| 830HV | 700HV Load axial = 13.7kN (1 400 kef)
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