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3.1 Destructivelns;rection

The scope of this test method shall be to measure the thickness of bearing liner remaining in the dynamic load zone with
respect to unworn liner at a position 180 degrees to the load zone. The required equipment shall be a metallurgical cut-off
saw (preferred) or a hand hacksaw, micrometer calipers with a ball anvil adapter, and a razor blade knife.

SAE Technical Standards Board Rules provide that: “This report is published by SAE to advance the state of technical and engineering sciences. The use of this report is
entirely voluntary, and its applicability and suitability for any particular use, including any patent infringement arising therefrom, is the sole responsibility of the user.”

SAE reviews each technical report at least every five years at which time it may be revised, reaffirmed, stabilized, or cancelled. SAE invites your written comments and

suggestions.

Copyright © 2016 SAE International
All rights reserved. No part of this publication may be reproduced, stored in a retrieval system or transmitted, in any form or by any means, electronic, mechanical,

photocopying, recording, or otherwise, without the prior written permission of SAE.
TO PLACE A DOCUMENT ORDER:

SAE WEB ADDRESS:

Tel:  877-606-7323 (inside USA and Canada) SAE values your input. To provide feedback on this
Tel: +1 724-776-4970 (outside USA) Technical Report, p|ease visit

Fax: = 724-776-0790 http://standards.sae.ora/ARP5448/7A

Email: CustomerService@sae.org

http://lwww.sae.org


http://www.sae.org/technical/standards/PRODCODE
https://saenorm.com/api/?name=e9f04a1de75afa49c3fa5aa5824802e5

SAE INTERNATIONAL

ARP5448™/7A

Page 2 of 6

3.1.1

Test Specimen Preparation

Prior to measurement, misalign the ball and wipe clean to remove loose material. Repeat misalignment and wipe several
times at different diameter locations. Compressed air may be used to flush out loose material, but care must be used to
ensure that debris is not wedged into the bearing.

3.1.2

a.

Measurement Procedure

Cut race at a location approximately 10 to 15 degrees with respect to the center of the load
metallurgical cut-off saw the cut shall proceed through the race and ball component as shown

zone. When using a
in Figure 1. If a hand

hacksaw is to be employed, cut the race through the same 10 to 15 degrees off load center and then at a location at

180 degrees about the race to make two equal race halves.

evaluated on botH edges as they often wear unevenly due to misalignment.

Take at least three measurements of the metal substrate thickness in the equatafial area of a s
width of a journal bearing in the areas scraped clean of adhesive. Determine’the minimum
measurements (Regions Ta and Ts).

Take at least thrége measurements of the liner and metal backing thickness in the center of
spherical race or at each end and center of a journal bearing (wear.zene) to determine minimun
measurements (Regions To and Tk).

Repeat operation| (c) approximately 180 degrees from the loaded area of the race or journal
minimum thicknegs of the metal substrate and record mgasurements. This region is considere
and the liner is copsidered unworn in this area.

Repeat operation| (d) approximately 180 degrees ‘to the loaded are of the race or journal
minimum liner plys substrate thickness and .record. This region is considered the “unloaded
considered unworn in this area.

Subtract the "race
the liner and racg thickness in the~unloaded area of the race. Take at least three measurem
minimum recorddd value for each”measurement. The difference is the thickness of the ur
material.

Subtract the thickhess ofithe worn section of liner from unworn section of liner, using the minin
each measuremept. The difference is the total wear of the liner system.
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thickness and record
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thickness and record
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bearing to determine
vone” and the liner is
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LINE #
1B (TYP.)
Tp- | Thickness of TFE lined race in the load zone.
Ta- | Thickness of Metal race only adjacent to the load zope.
(TFE liner removed,,scraped, peeled etc.)

To- | Thickness 6 TFE lined race 180° from the load zong.
Tg- | Thickness of Metal race only in the unloaded zone

(TFE lifies removed, scraped, peeled etc.)
X = New (unworn), T'FE Liner thickness = Tp - Ty
Y = TFE liner thickness remaining at load zone = T - Ty
W =Tdtal dynamic wear=X-Y
(0.)] (Y)

W= - =
Bearing P/N No. of Cycles Load
Serial No. Condition:

Figure 1 - Worksheet
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3.2 Nondestructive Inspection

The scope of this test method shall be to measure the radial play before and after a dynamic test to determine the
increased radial play which shall be assumed to be liner wear. The required equipment shall be a radial play gauge per
ARP5448/8 and a bore shaft or arbor if journal bearings are being tested.

3.2.1

a.

Measurement Procedure

Place the test bearing in the radial play gauge per ARP5448/8. Ensure that the applied gauge loads are in
accordance with the applicable specification. The radial play of the new bearing shall be recorded. The location of the
measurement should be marked on the bearing permanently. The marked position shall be the load zone during
dynamic testing. The initial radial play shall be used as a baseline to compare the play after dynamic testing. This
method may be used to measure journal bearing wear by placing a pin within the bore that is close to the bore size.

The pin must be clamped and the journal bearing subject to the reversing load of the play tester

Remove the test
specification.

After dynamic tes
the test maching
misalignment and
debris, but care 1

bearing from the radial play gauge and perform dynamic testing as speci

ling verify that the race or journal bearing has not rotated within its’housing b

Misalign the ball of spherical bearings and wipe clean to femove loose
wipe several times at different locations. Compressed dry @ir‘may be used t
nust be used to ensure material is not wedged into the-bearing. The inner li

bearings must sinpply be wiped of loose debris.

Place the test sp

cimen into the radial play gauge as shown in Figure 2 so that the loaded arg

are in line with the radial play gauge loading. Measure and record‘the radial play of the test sped

load zone in line

ith the reversing load of the play gauge.

Determine the tothl wear of the liner system by subtracting:the radial play before dynamic testir

after dynamic tes

3.3 Test Parameter
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S
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