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Foreword

ISO (the International Organization for Standardization) is"a Worldwide
national standards bodies (ISO member bodies). The waork-of preparing

federation of
International
Fach member

Standards is normally carried out through ISO technical committees.

body interested in a subject for which a technical gommittee has been e:
the right to be represented on that committee. International organiza
mental and non-governmental, in liaison wijth\1SO, also take part in t
collaborates closely with the International\Electrotechnical Commissio
matters of electrotechnical standardization,

The main task of ISO technical committees is to prepare International
exceptional circumstances a teghnical committee may propose the pu
Technical Report of one of the following types:

type 1, when the required support cannot be obtained for the pu
International Standard; despite repeated efforts;

type 2, when, the subject is still under technical development or
other reason_there is the future but not immediate possibility of an ag
International, Standard;

type-3, when a technical committee has collected data of a diffel
that'which is normally published as an International Standard (*'state
example).

Technical Reports of types 1 and 2 are subject to review within three ye:

tablished has
ions, govern-
he work. I1ISO
h (IEC) on ali

Standards. In
blication of a

blication of an

Where for any
eement on an

ent kind from
f the art”’, for

irs of publica-

tion, to decide whether they can be transformed into Internationgl Standards.

Technical Reports of type 3 do not necessarily have to be reviewed unti
provide are considered to be no longer valid or useful.

ISO/TR 9274, which is a Technical Report of type 3, was prepared by T
mittee ISO/TC 4, Rolling bearings, Sub-Committee SC 4, Tolerances.

This Technical Report is issued for the guidance of those wishing to use

the data they

bchnical Com-

he measuring

and gauging methods described. The Technical Committee does not efvisage that it

will become an International Standard.
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TECHNICAL REPORT ISO/TR 9274 : 1991 (E)

Rolling bearings — Measuring and gauging principles and
methods

1. Sgope

This Technical Report establishes guidelines for measurement| of
dimensions, running accuracy and internal clearante of rolling
bearings. The purpose is to outline the fundamentals of varipus
measuring and gauging principles which may bec-used in order [to
cdmply with the definitions of ISO 1132 and IS0 5593.

THe measuring and gauging methods described in this Technicall
Report do differ amongst themselves and)d0 not provide for a
urfique interpretation of requirements: of ISO 1132 and ISO 5593.
IY§ is recognized that there are other’adequate measuring and
gduging methods and that technical.development may result 1in
eyen more convenient methods. Therxefore, this Technical Report
dges not imply any obligation to apply any particular method.
Hdwever, the methods specified may be referred to in cases qf
dispute.

This Technical Report covers both radial and thrust rolling
bgearings.
2. References
I$0 1 - 1975 Reference temperature
I$0 1132 -»1980 Rolling Bearings - Tolerances - Definitions

I1$0 5593)- 1984 Rolling Bearings - Vocabulary

3. Definitions

Measurement: A set of operations having the object of
determining the dimension(s) or variation of a feature.

cauging: An act of inspecting a size and/or form by means of
a gauge.

Measuring and gauging principle: Fundamental geometrical basis
for the measurement or gauging of the considered geometrical
characteristic.

Measuring and gauging method: Practical application of the
principle by the use of different equipment and operations.
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Measuring equipment: Technical device necessary for a specific
method (e.g. calibrated indicator).

Gauge: A device of defined geometric form and size used to assess
the conformance of a feature of a workpiece to a dimensional
specification. The device could give only "go" and/or "no go"
information (e.g. plug gauge).

easurin orce: The force applied by the stylus of an
indic corder 0 i ured.

NOTE (- Definitions of tolerance concepts applied in this
Techrjical Report are given in ISO 1132.

Reference face: Face so designated by the manufacturéx of
bearings and which may be the datum for measurements.

NOTE [- The reference face for the measurement ofi-a ring is
genenally taken as the unmarked face.

In c3se of symmetrical rings when it is not possible to
idenfjify the reference face, the tolerances.are deemed to
comply relative to either face.

The pgeference face of a shaft and housing washer of a thrust
bearing, is that face intended to support axial load and is
genenally opposite the raceway face.

In the case of single row angular contact ball bearing rings
and flapered roller bearing rings.the reference face is the
"bacKH face" which is intended ko support axial load.
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Symbols

The tolerance symbols used in this Technical Report are in
accordance with ISO 1132.

The symbols shown in Table 1 are applied throughout this
Technical Report.

Table 1

Symbol Interpretation

1 7)/>/)/:/(;/)/' Surface plate (measuring plane)

2 7;/:/%:>i/:/<// Fixed support

3 (:;) Indicator or recordex

' Measuring stand with indicator on
recorder.
Symbols for> measuring stands can |be

4 drawn in different ways in accordance
with theé’ measuring equipment useq.

777777

5 N L7 Centred arbor
e N\
6 ((.. — __:> Intermittent linear traverse

7 z :LJ Intermittent turning

8 (/’—iiy/ Rotation

9 D___} Loading, direction of loading
10 D > Loading alternately in opposite

directions
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5. General Cond n

Measuring equipment

Measurements of the various dimensions and runouts can be
performed on different kinds of measuring equipment and with
different degrees of accuracy. In this Technical Report methods
are described which are commonly used by bearing users and which,
as a 7 purposels.
It 19 recommended that the total measuring inaccuracy shouldcnot
excegd 10% of the actual tolerance zone.

However, the measuring and gauging methods may not always fully
check the indicated requirements. Whether or not such @methods alre
sufficient and acceptable depends on the magnitude of-the actuall
devigtions from the ideal dimension and form and inspection
circymstances.

Bearjng manufacturers frequently use specially-designed measuring
equigment for individual components, as welli/as assemblies, to
incrgase the speed and accuracy of measurement. Should the
dimenisional or geometrical errors appear.to exceed those in the
relafjive specifications, when using equipment as indicated in any
of tHhe principles in this Technical Report, the matter shall be
referred to the bearing manufacturer-

Masters and indicators

Detenmination of dimensions.@s performed by comparing the actuall
part (with appropriate gaude 'blocks or masters whose calibration
is tygaceable to those used by National Standards Organizations.
For guch comparison an-<indicator, calibrated and of appropriate
sensitivity, is useds

Arbons

In all cases._when arbor methods of measuring of runout are used
the notatiohal accuracy of the arbor should be determined so
that |subsequent bearing measurements may be suitably corrected
for gny{ appreciable arbor inaccuracy.

Temperature

Before measurement is made, the part to be measured, the measuring
equipment and the master should be brought to the temperature of
the room in which the measurements are to be made. Care should be
used to avoid heat transfer to the part or assembled bearing
during measurement. Recommended room temperature is + 20°C.
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Measuring force and radius of measuring stylus

To avoid undue deflection of thin rings, measuring force should be
minimized and if significant distortion 1s present, a load
deflection factor shall be introduced to correct the measured
value to the free unloaded value.

For measuring force and radius of measuring stylus see Table 2.

Tible 2
Bearing Nominal size Measuring Radius 7o't
feature range force measux ing
stylus
am N mm
over | incl. max. min.
- 10 2 0.8
Bore -
diameter 10 30 2 2.5
d
30 - 35 2.5
Outside - 30 2 ; 2.5
diameter T
D 30 - 2.5 5 2.5
C4 i m uri
Tp maintain the bearing parts in their proper relative posifions
the coaxial measuring load in tables 3 and 4 shall be applig¢d for
m¢thods 8.2.14,;,78.3.1.1, 8.4.1.1, and 8.5.1.1.
Table 3 -<Coaxial measuring loads for groove type ball bearings
Nominal size range Coaxial load
0of the bearing on the bearing
outside diameter
mm N
over incl. min.
- 30 5
30 50 7.5
50 80 15
80 120 35
120 180 70
180 - 140
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Table 4 - Coaxial measuring loads for tapered roller bearings

Nominal size range Coaxial load
of the bearing on the bearing
outside diameter
mm N

over incl. min.

- 30 40

30 50 80

50 80 120

80 120 150
120 - 150

Measufkement zone

The 1lfimits for deviatlions of a bore diameter ,or) an outside
diameker are not applicable to measurements~in radial planes
situaked at a distance of less than 1.2 r from the side
faces| of the bearing rings. Jax

Prepakation before measuring

Any gfkease or corrosion inhibit©r adhering to the bearings shal
be removed if it is likely tolaffect the measurement results.
Beforp measuring, the bearings should be lubricated with a low
viscopity oil.

NOTE [ Immediately aft@ry completion of the measurements the
bearipgs should be cdated with a corrosion inhibitor.
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Measuring and gauging principles and methods

For each characteristic to be measured or gauged one or more
measuring or gauging principles are indicated in Clauses 7 and 8.
For each principle one or more measuring or gauging methods are
given.

The left hand columns entitled "Method" show:

-| the number of the method

-la figure illustrating the method

-l essential characteristics of the method
-| the readings to be taken

- required repetitions

The right hand columns entitled "Comments" are _used for
suipplementary information, for example:

-la particular application

-|any restrictions in application

-|any particular sources of error

-lany particular requirements as to¢egquipment
-| examples of equipment

-l treatment of readings obtained

It should be noted that considération has neither been givepn to
the influence of the accuraey and design of the measuring
equipment, nor to the skill-of the operator. These factors
spmetimes have a greater(influence on the result of the

measurement or gauging( than the difference between the methpds
described.

The measuring and gauging principles and methods are not
illustrated in deftail and are not intended for application
oh end-product--drawings.

The numbering of measuring and gauging principles and methogdls
shall not.‘be regarded as a classification of priority withi
the preScribed type of tolerances.

-
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7. Inner and outer rings, shaft and housing washers.
7.1 Bore diameter - 4.
7.1.1 Principle 1. Two-point measurement of bore diameter.
METHOD COMMENTS
7.1.1.1 If the size or section of the
bearing inner ring is such
that, with the bearing axis in
3 norizontal position, the bore
measurement is influenced|by
gravity, the bearing should
be placed with the axis im a
vertical position_ and, if
necessary, use a(lower
measuring forcey
e~ 4 ~ 4
[& =Sdeviation of single
/r ds bore diameter
Vv d = nominal bore diameter
)
[ 2 = Admp=dmp—d
L y
] Zl .
. dnp - S}ngle plane‘megn bore
diameter deviation
Use device arranged for two-point bore
measurements.
Measure|single bore diameters in
several|angular directions and also in
several|radial planes™yIn this manner dsmax * donin
the smallest and thé~largest single dm =
diameter of the bore surface is P 2
obtained.
Also, when required, the smallest and NOTE - in a single radial|plane
largest|single)'diameter in each radial
plane ip determined, from which the
diametef ¥ariation in a single radial Vd = dsmax - dsmin
plane, gheé mean diameter in each P
radial plane and the variation of the Vd = bore diameter variation
mean diameter from plane to plane are in a single radial plane
obtained.
v = d - d -
dmp mpmax mpmin
Vdmp = mean bore diameter

variation (applies only
to basically cylindrical
bore).
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7.2 Roller complement bore diameter.
7.2.1 Principle 1. Functional gauging of roller complement bore
diameter with outer ring free.
METHOD COMMENTS
7.2.1.1 This method is used for gauging

of the roller complement bore
diameter of bearings with
machined outer ring.

T [ TAPERED ARBOR 1

The

gaug
arbo

The
than
bore
The
than
diam

roller complement bore diameter is

gauged with "GO" and "NO GO" plug

ps or with a calibrated tapered

-

'GO" plug gauge size isvsmaller

the roller complement minimum
diameter by 2 micrometres.

'NO GO" plug gauge’/size is larger
the roller compltement maximum bore
bter by 2 micrometres.
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7.

2.2

Principle 2.

Functional gauging of roller complement bore

diameter with outer ring constrained.

METHOD

COMMENTS

7.2.2.1

M

This method is used for gauging
of the roller complement bore
diameter of bearings with a
drawn cup outer ring.

First pr
steel ri

diameter|.

radial s
given in
bore dia
and "NO
calibrat

The "GO"
than the
bore dia
The "NO
than the
diameter

Table

CO==]4

TAPSRED ARBOR

ess the bearing into a hardened
ng gauge of specified bore

The recommended minimum
ection of the ring gauge is
Table 5. The roller complement
meter is then gauged with_ MGO"
GO" plug gauges or with .a

ed tapered arbor.

plug gauge size is, smaller
roller complement minimum
meter by 2 micrometres.

GO" plug gauge—size is larger
roller complement maximum bore
by 2 micrometres.

Ri
bore

gauge
diameter

Ring gauge
radial section

2

mm mm

Incl. min.

9.0
13.0
16.1
38.4
51.0
63.8
89.2

101.9

11.
14.
17.
20.
22.
25.
28.

AN WEHEO

10
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7.2.3 Principle 3. Measurement of roller complement bore diameter
by measurement of radial displacement over a master gauge.

METHOD COMMENTS

7.2.3.1 This method is used for
measurement of the roller
complement bore diameter of
cylindrical roller bearings

TN and needle roller bearings.
/ AY|
JFLaNEA S
O 7=
. <l
,r"j 7 [ J’A
N77777 777777777

Fasten the master gauge on a surface
plate.
Set the bearing on the master gauge
and apply the indicator to theimiddle
of the outer ring width in .the radial
direg¢tion.

Apply sufficient radiait.iload
alternately on the outér ring in the
same|radial direction’ as that of the
indic¢ator.

Take|indicator xeadings at the
extré¢me radiaX positions of the

outetr ring.

Repeat the- measurement on the outer
ring|and <the rollers on different R
angular positions.

Bore|diameter will equal the
average of the above readings—ptus
the master gauge diameter.

1"
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outside diameter - D.

7.3
7.3.1 Principle 1.

Two-point measurement of outside diameter.

METHOD

COMMENTS

1 7.3.1.1

If the size or section of the
bearing outer ring is such
that, with the bearing axis in
horizontal position, the

-~
TN
¥

‘
H

outside

Measure

several

several

the larg
diameter
i obtalned
iAlso, wh
i the smal
iradial p
the diam
radial p
radial p
mean dia

NN\N

i Use devige arranged for two-point

iameter measurements,

ingle outside diameters in
ngular directions_and also in
adial planes. In(this manner
st and the smalllest single

of the outside)surface is

n required;0 the largest and
est single’ diameter in each
ane 1is \determined, from which
ter variation in a single

aney,. the mean diameter in each
ane'and the variation of the
eter from plane to plane are

outside diameter measuremeht

is influenced by gravity) the
bearing should be placed wfith
the axis in a vertical: posfition
and, if necessary,cuse a lpwer
measuring force.

Z& = D_\- D

deviation of a single
outside diameter

VAN

Ds

D nominal outside diameter

i

A -p -D

Dnp mp

Zsbm = single plane mean
p outside diameter

deviation

D + D_ .
D _ smax smin
mp 5

NOTE - in a single radial plane

v = D - D__.
Dp smax smin

v = outside diameter varijation
Dp . . .
in a single radial plane

12

obtained.

v = D - D .
Dmp mpmax mpmin
v = mean outside diameter
variation (applies only
to basically cylindrical
outside surface).
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7.3.2 Principle 2. Measurement of distance of outside diameter.
METHOD COMMENTS
€-———- >
7.3.2.1 If the size or section of the
@ bearing outer ring is such
that, with the bearing axis in
a horizontal position, the
N outside diameter measurement is
1A influenced by gravity, the
bearing should be placed|with
I B A the axis in a vertical-p¢sition
\ and, if necessary, use a|lower
\ measuring force.
A - C
RN b T &
ZxDs = deviation of a single
K-———> outside diameter
© o
D =,nominal outside diameter
1
’ 1 \ < ~ _
- kl \) ZkDmp B Dmp P
; :4 - — Y/ ZXD = single plane mean| outside
/ SS S S S s ™P  3iameter deviatiop
The befaring is placed on a surface
plate and the distance between this
surfacle and various points on the smax smin
outer [ring outside surface are Dm e B
measurled by means of an inddcator. P 2
NOTE - in a single radiall plane
Measurjement shall be madel'with the
ring ijn several angular._directions VD =D - D__.
and aljso in several radial planes. P Smax smin
In thijs manner the, largest and the VD = outside diameter variation
smallelst single diameter of the P in a single radial| plane
entire| outside surface is obtained.
Also, [when reguired, the largest and VD =D - D .
the smMallest~single diameter in each np npmax mpr 1
radial|l planeVvis determined, from VDm = mean outside diampter
which |the \diameter variation in a P variation (appliep only
singlel @adial plane, the mean diameter to basically cylipdrical
_in each—radiat ylanc ard—Ehe—rariatien otEside surfac‘_).
of the mean diameter from plane to
plane are obtained.

As this is not a two-point
method of measurement, some
loss of accuracy may be
encountered relative to the
accuracy required and
Principle 1 is the preferred
method.

13
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suitable

one fixe
Use a ga
for zero
Rotate t
and meas

of known equal heights and provide

supports to centre the ring.

Position the indicator against the
other face of the outer ring opposite

d support.

uge block of specified size
setting of the indicator.
he outer ring one revolution
ure the outer ring width.

7.4 Ring width - B, CS - and flange width - C s
7.4.1 Principle 1. %wo—point measurement of inner and outer
ring width.
METHOD COMMENTS
7.4.1.1 Ay, =B~ B
(’*} -~ - j;A ZSBS = deviation of single inner
)~ ring width
5|
;A 1 B = nominal inner ring“wjidth
[ ‘e
v = B -, B
— | Bs smax smin
SO ARTITEH T TR TR ETER TR RTEREERRSSSYY v = inner riAg width
Bs variation
‘Use a delvice arranged for two-point
width melasurements.
Support [one face of the inner ring
on thred equally spaced fixed supports
of knownl equal heights and provide
suitableg supports to centre the ring.
Position the indicator against the
other fgce of the inner ring opposite
one fixed support.
Use a gauge block of specified size
for zerq setting of the indicator.
Rotate fhe inner ring one revolution
and measure the inner ring width;
7.4.1.2 A -c -c¢
— Cs s
-~ ~
(/' ’ __l ZXC = deviation of single puter
S : .
ring width
%
5; C = nominal outer ring wlidth
7.
< ‘ \" = - C__ .
— /N\ ' Cs smax smin
A D Y Y Y Y Y Y N N W N VCs = outer ring width varliation
Use a dgvice arranged for two-point
width measurements-
 Support one face of the outer ring
on three equally spaced fixed supports

14



https://standardsiso.com/api/?name=b7232899b3741e0543ac0963a8ee3dd9

ISO/TR 9274 : 1991 (E)

7.4.1 Principle 1. Two-point measurement of flange width.
METHOD COMMENTS
7.4.1.3 A. . =c_-¢C

= deviation of a single

Cls  Suter ring flange width
— — — C, = nominal outer ring
<:> /‘/I t;A flange width
I VCls - clsmax 4 Clsmin
7. - .
Z/ H VCls owtér ring flange

N

suppd
side
fixed
and g
centr
Posit
face
suppd
Use 3
for 2z
Rotat

AN VAN
AN

rt the outer ring on the flange
face on three equally spaced
supports of known equal heights
rovide suitable supports to
e the ring.

ion the indicator against the
of the flange opposite one fixed
rt.

gauge block of specified size
ero setting of the indicator.
e the outer ring oene revolution

and measure the flange )width.

width variation

15
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7.5 Chamfer dimensions - r,.
7.5.1 Principle 1. Gauging Chamfer dimensions by comparison with
a template.

METHOD COMMENTS

7.5.1.1 If the template is prevented
from resting on both the bore
or outside diameter and the
side face of the ring, it is a

"NO GO" situation.

:h}nln

Place the¢ minimum chamfer template on
the ring| Contact between chamfer
surface and template should not
prevent template from resting on both
the bore|or outside surface and the
side face¢ of the ring.

NN

Sromax

10

"‘SH‘IOX

Place the maximum chamfer template on
the ring. Compare the ring chamfer
dimension with the markings of the
template.

16
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7.6 Face runout with bore - S..

7.6.1 Principle 1. Measuring distance variation of face runout with
bore from a fixed point during rotation by supporting the face
and the bore generatrix.

METHOD COMMENTS
7.6.1.1 This measurement defines bore
runout with reference face
and is converted to tade
runout with bore by a
multiplication factor.
If the method is'\not practical
relative to thé)’equipmegnt
available use~the alterynative,
ll'z Femax 3% lal Principle 2.
el
—
g7 AN,
1.2 rgpmgx axtal
d,
Suppqrt the inner ring reference face
(or hack face) on a surface plate
leaving the outer ring \free and locate
the inner ring bore surface against
two gupports set at)90? to each other.
Posiffion an indicator directly above
one gupport. Take indicator readings,
whilg rotating™the inner ring one
revolution and multiply the difference
betwgen the/largest and smallest
readings by the ratio d4./2B, to give
refedence face (or back facé&) runout
with |bere - S_.
a
Applies when:
.El. ‘::2
2 B1
d1 = inner ring raceway contact
diameter
B1 = The axial distance between
the indicator and stop directly
below it.

17
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7.6.2 Principle 2. Measuring distance variations of face runout with

bore from a fixed point during rotation around the bore axis.

METHOD

COMMENTS

" Use a p

7.6.2.1

O

L L L L L L L

for fac
bearing
and pla
centres

rotated}

referen
inner r
the arb
equal t
Take in
the inn
Face ru
differe
smalles

X

AN

>4

recision arbor device arranged

e runout measurement. Mount the
assembly on a tapered arbor

re the arbor between two

so that it can be accurately
Set the indicator against the

re face (or back face( ;0f the

ing at a radial distance from

br axis to be approximately

b the mean raceway’/diameter.

licator readings-while rotating

eY ring one revolution.

nout with bore - S, - is the

nce between)the largest and

C indicator readings.

18



https://standardsiso.com/api/?name=b7232899b3741e0543ac0963a8ee3dd9

ISO/TR 9274 : 1991 (E)

7.7 Variation of outside surface generatrix inclination with face - SD'
7.7.1 Principle 1. Measurement of distance variation of outer
diameter with face from a fixed point during rotation by
supporting the face and the outside surface generatrix.
METHOD COMMENTS
7.7.1.1
_L 1.2 rgmagx a%tal
Y ,

G

1.2 r

e max axtal

Suppoxt the reference face (or back

face)
plate

of the outer ring on a surface
leaving the inner ring free and

locat¢ the outside cylindrical* surface
againgt two fixed supports(set at 90°
to ea¢h other.

Positjon an indicator directly above

one f
ring

xed support and-rotate the outer
ne revolutions

Variation of the ouktside surface

gener
- is
large
readi

trix inclination with face - S
he difference between the

t and smallest indicator

gs.

D
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Thickness variation of thrust bearing washer - S
.1 Principle 1. Two point measurement of thickness var?atlon
between the back face and the raceway of shaft washer.

7.8
7.8

METHOD COMMENTS
7.8.1.1
<
AY
. +
o

N
\
Q
\
AN

shaft
washer

Support the back face on three equally
spaced fixed axial supports of equal
heights and provide suitable fixed
radial supports in the bore as
illustrated.

Position the indicator against the
middle of the raceway opposite one
fixed support and rotate the washer
one revolution. The thickness
variation-S,-1s the difference
between the largest and the smallest
indicator readings.
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ISO/TR 9274 : 1991 (E)

.8.1 Principle 1. Two point measurement of thickness variation
between the flat face and the opposite raceway of central washer.

METHOD COMMENTS

7.8.1.2

TR

double direction
bearing

Suppogt™one of the flat faces on three
equallly’spaced fixed axial supports of
equal heights and provide suitable
fixed radial supports in the bore as
illustrated.

Position the indicator against the
middle of the raceway opposite one
fixed support and rotate the central
washer one revolution. The thickness
variation-S,—1s the difference
between the largest and the smallest
indicator readings. v
Repeat the measurement on the opposite
side.
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7.8.1 Principle 1. Two point measurement of thickness variation
between the back face and the raceway of housing washer.

METHOD COMMENTS

7.8.1.3

housing washer

Support| thel back face on three equally
spaced fixed axial supports of equal

heights and provide suitable fixed
radial supports on the outside
diameter as illustrated.

Position the indicator against the
middle of the raceway opposite one
fixed support and rotate the washer
one revolution. The thickness
variation—-S —is the difference
between the largest and the smallest
indicator readings.
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8
8.1
8.1.1

Assembled bearings.

Assembled bearing width or height

- T

ISO/TR 9274 : 1991 (E)

, T

Principle 1. Measurement of distance®of %ssembled bearing width.

METHOD

COMMENTS

8.1.1.

1

Ts S

= deviation of actual

&

l

1
/7

suppo
face

conta
and r
dimen
posit
of th
readi
takin
reach
block
the n
the i
deter

l
(LSS S S S

rt the bearing on the cone back
ind ensure the rollers areCin

~t with the cone back face 'rib
hceways. Place a platelof known
5ions on the cup back' face and
ion an indicator over: the centre
b plate and take @an'indicator

ng. Parts shall (bg rotated before
j measurement, to be sure to

the minimum®width. Use a gauge

, with a si‘ze corresponding to
bminal sige, for zero setting of
hdicator.: From these readings
mine the assembled bearing width.

pearing widthn

= nominal bearing w

jdth
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8.1.1 Principle 1. Measurement of distance of assembled bearing
height.

METHOD COMMENTS

8.1.1.2 AN =7 -7
Ts S

<::>/ élTs = deviation of actual

hnnring hpighf

T = nominal bearing chelight,
single direction thrust
bearing

Apgg = Tyg = T

A\ = deviation of actuall
bearing height

D

1 [* Tl = nominal bearing helight,
double direction thrust
: bearing

(
ol (
— ~N
S SV 7 7 D yayay

Support| the bearing on a surface
plate. Place a prate of known
dimensifons on~the bearing assembly
as illustrated and position an
indicatlor ,over the centre of the
plate alnd take an indicator
reading—Parts—shall be rotated
before taking measurement, to be
sure to reach the minimum height.
Use a gauge block, with a

size corresponding to the nominal
size, for zero setting of the
indicator. From these readings
determine the assembled bearing
height.
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