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(54) SLIDING BEARING AND METHOD OF MANUFACTURING SAME

(57) A cylindrical sliding bearing (1) can rotatably
support a rotational shaft by a sliding surface (4) (inner
circumferential surface). A crowning (5) having a sloped
surface is formed at both ends of the sliding surface (4)
in the axial direction. The crowning (5) includes a first
crowning (3A) formed of a sloped surface of a lining layer
(3) and a second crowning (2A) formed of a sloped sur-

face of a back metal (2) positioned on the lower side of
the first crowning. Unlike a conventional sliding bearing,
the back metal (2) where the crowning (5) is positioned
is provided as a sloped surface (2A). As compared with
conventional bearings, the crowning (5) can be prevent-
ed from being unevenly brought into contact with the ro-
tational shaft.
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Description

Technical Field

[0001] The present invention relates to a sliding bear-
ing and a method of manufacturing the same. More par-
ticularly, the present invention relates to a sliding bearing
having a crowning (sloped surface) on axial ends of a
sliding surface and a method of manufacturing the same.

Background Art

[0002] Conventionally, a sliding bearing having a
crowning formed of a sloped surface on axial ends of a
sliding surface has been suggested (Patent Literature 1,
Patent Literature 2).
The sliding bearing having such a crowning is prevented
from strongly coming into partial contact with a rotational
shaft, and is therefore prevented from abnormal wear or
seizure even when the rotational shaft serving as a part-
ner material is supported and is slightly inclined, deflect-
ed, or swung during rotation. Thus, the sliding bearing
can support the rotational shaft smoothly as a whole.

Prior Art Documents

Patent Literature

[0003]

Patent Literature 1: Japanese Patent Laid-Open No.
7-279967
Patent Literature 2: Japanese Patent Laid-Open No.
2002-266848

Summary of Invention

Problems to be Solved by the Invention

[0004] However, the conventional sliding bearing hav-
ing the crowning as described above has the following
problems.
When the rotational shaft supported by the sliding bear-
ing is inclined, deflected, or swung more than expected,
an outer circumferential part of the rotational shaft is
strongly brought into contact with the crownings (both
axial ends) of the sliding surface of the sliding bearing
during the sliding. Since the conventional crownings are
formed only on a lining layer, portions of the lining layer
where the crownings are formed are thin. Accordingly,
the crownings formed on the sliding bearing (both ends
of the sliding surface) become worn quickly and a back
metal is exposed, leading to damages such as seizure
and metal fatigue.
The commonly-used conventional sliding bearing has a
multiple structure in which a lining layer such as a bearing
alloy layer and a resin layer is provided on a surface of
the back metal. Therefore, portions of the lining layer

where the crownings are formed are thin. When the
crownings become worn quickly, the portions of the lining
layer may be worn and the back metal may be unfavo-
rably exposed.

Means for Solving the Problems

[0005] In view of the above-described circumstances,
the present invention according to claim 1 is directed to
a sliding bearing including a cylindrical member or ob-
tained by combining two semicylindrical members to be
cylindrical, comprising the cylindrical member or the sem-
icylindrical members includes a back metal and a lining
layer provided to cover an inner circumferential surface
of the back metal so that the lining layer serves as a
sliding surface, and includes a crowning formed of a
sloped surface having a diameter gradually increasing
toward an end surface from a center portion in an axial
direction on at least one of both axial ends of the sliding
surface, wherein the crowning includes a first crowning
formed of a sloped surface formed on the lining layer and
a second crowning formed of a sloped surface formed
on a portion of the back metal which corresponds to the
first crowning.
The present invention according to claim 6 is also direct-
ed to a method of manufacturing the sliding bearing com-
prising: forming a sloped surface that is gradually thinner
from a center portion toward a side portion in a width
direction on one of both sides of a plate-shaped material
by vertically pressing at least one of the sides of the plate-
shaped material including a back metal and a lining layer
covering a surface of the back metal using a molding roll;
cutting the plate-shaped material to have a predeter-
mined length; and shaping the plate-shaped material that
is cut to have the predetermined length to be cylindrical
or semicylindrical as a whole so that the lining layer
serves as an inner circumferential surface and the sloped
surface is positioned on one end of the inner circumfer-
ential surface in an axial direction.
The present invention according to claim 7 is further di-
rected to a method of manufacturing the sliding bearing
comprising: forming a sloped surface that is gradually
thinner from a center portion toward a side portion in a
width direction by cutting a plate-shaped material includ-
ing a back metal and a lining layer covering a surface of
the back metal to have a predetermined length and press-
ing at least one of both sides of the material using a mold;
and shaping the plate-shaped material that is cut to have
the predetermined length to be cylindrical or semicylin-
drical as a whole so that the lining layer serves as an
inner circumferential surface and the sloped surface is
positioned on one end of the inner circumferential surface
in an axial direction.
Further, the present invention according to claim 8 is di-
rected to a method of manufacturing the sliding bearing
comprising: cutting a plate-shaped material including a
back metal and a lining layer covering a surface of the
back metal to have a predetermined length; and shaping
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the plate-shaped material that is cut to have the prede-
termined length to be cylindrical or semicylindrical as a
whole so that the lining layer serves as an inner circum-
ferential surface and forming a sloped surface having a
diameter increasing from a center portion toward an end
surface in an axial direction on at least one of both ends
of the inner circumferential surface in the axial direction.

Advantageous Effects of Invention

[0006] With the above-described arrangement, the lin-
ing layer serving as the crowning of the sliding bearing
(first crowning) and the back metal (second crowning)
are gradually thinner toward end surfaces, and therefore
the lining layer does not need to bear all amounts of the
crownings. Thus, the crownings can be prevented from
rapid abnormal wear, seizure, and fatigue.
Also, in the sliding bearing with the above-described ar-
rangement, the lining layer serving as the first crowning
can be thick as compared to a conventional sliding bear-
ing and therefore the elasticity of the crownings as a
whole can be enhanced. Accordingly, the compatibility
for supporting the rotational shaft serving as a partner
material becomes favorable. Consequently, the sliding
bearing having a longer life as compared with the con-
ventional sliding bearing can be provided.

Brief Description of Drawings

[0007]

[Figure 1] Figure 1 is a sectional view showing an
embodiment of the present invention.
[Figure 2] Figure 2 is an enlarged view showing a
main part of Figure 1.
[Figure 3] Figure 3 is an enlarged view showing a
main part of Figure 2.
[Figure 4] Figure 4 shows a manufacturing process
of the embodiment.
[Figure 5] Figure 5 is a sectional view showing one
side of a material 11 before and after a rolling step.
Figure 5(a) shows the side of the material 11 before
the rolling step, and Figure 5(b) shows the side of
the material 11 after the rolling step.
[Figure 6] Figure 6 is a sectional view showing a re-
lationship between a sliding bearing and a rotational
shaft.
[Figure 7] Figure 7 is a sectional view showing a main
part of a conventional sliding bearing.
[Figure 8] Figure 8 is a sectional view showing a sec-
ond embodiment of the present invention.

Mode for Carrying out the Invention

[0008] The illustrated embodiments of the present in-
vention will be described below. In Figure 1, reference
numeral 1 denotes a sliding bearing. The sliding bearing
1 is formed to be cylindrical as a whole. The sliding bear-

ing 1 includes a cylindrical back metal 2 and a lining layer
3 provided to cover an entire inner circumferential surface
of the back metal 2. A surface of the lining layer 3 in the
sliding bearing 1 serves as a sliding surface 4 that slides
with a rotational shaft (not shown). The rotational shaft
is rotatably supported by the lining layer 3 serving as the
sliding surface 4. The back metal 2 is made of steel such
as SPCC. As the lining layer 3, a bearing alloy layer, a
resin layer, or a combination of the bearing alloy layer
and the resin layer covering the surface of the bearing
alloy layer can be used. A sintered alloy layer and a resin
layer covering the surface of the sintered alloy layer can
also be used.
[0009] The sliding bearing 1 includes crownings 5 and
5 which are formed of sloped surfaces at both ends of
the sliding surface 4 in the axial direction. Each of the
crownings 5 and 5 includes the sloped surface (tapered
surface) having a diameter increasing toward an end sur-
face 1A, 1B from the axial center of the sliding surface
4. As shown in Figures 2 and 3, a chamfered portion 1C
is formed on the boundary between an inner circumfer-
ential edge of the end surface 1A (1B) of the sliding bear-
ing 1 and the crowning 5, and a chamfered portion 1D is
formed on an outer circumferential edge of the end sur-
face 1A (1B) (an outer circumferential edge of the back
metal 2).
The crowning 5 of the embodiment includes a first crown-
ing 3A which is formed on the lining layer 3 and is formed
as a sloped surface having a diameter increasing toward
the end surface 1A (1B), and a second crowning 2A which
is formed on the back metal 2 to overlap the first crowning
3A and is formed as a sloped surface having a diameter
increasing toward the end surface 1A (1B).
The thickness of the lining layer 3 as a whole is approx-
imately uniform, but the first crowning 3A is slightly thin-
ner than the center portion in the axial direction (a portion
with no taper). Also, the second crowning 2A (the back
metal 2 provided to form the crowning 5) is gradually
thinner toward the end surface 1A (1B) from the center
portion in the axial direction.
In other words, in the embodiment, the entire crowning
5 is formed as the sloped surface having a diameter in-
creasing toward the end surface 1A (1B) from the center
portion in the axial direction because the back metal 2
forming the second crowning 2A is provided as the sloped
surface having a diameter increasing toward the end sur-
face 1A (1B) from the center portion in the axial direction.
[0010] As shown in Figures 2 and 3 in an enlarged
manner, an axial dimension L of the crowning 5 on one
end (right end) is set to be approximately 5 to 15 % of an
axial dimension of the sliding bearing 1. In other words,
the total axial dimension of both crownings 5 and 5 is set
to be 10 to 30 % of the axial dimension of the sliding
bearing 1. Further, in the embodiment, the maximum di-
mension of the diameter of the crowning 5 which increas-
es from the center portion of the sliding surface 4 toward
the outer side in the radial direction, i.e., a diametrical
expansion quantity of the crowning 5 in the radial direc-
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tion, is set to be 5 to 100 Pm. Incidentally, the crowning
5 on the other end in the axial direction (the left side in
Figure 1) is set to have the same dimension as the crown-
ing 5 on the one end as described above.
As described later, the sliding bearing 1 of the embodi-
ment is formed to be cylindrical as a whole after the
sloped surface serving as the crowning 5 is formed by
pressing both sides of the plate-shaped material 11 using
molding rolls 12. Accordingly, in the sliding bearing 1 of
the embodiment, the surface roughness of the crowning
5 is small compared to the center portion of the sliding
surface 4 in the axial direction. Thus, the friction at the
crowning 5 is smaller than that at the center portion of
the sliding surface 4 in the axial direction, so that the
increase of the friction due to nonuniform contact can be
prevented.
[0011] Next, a method of manufacturing the sliding
bearing 1 provided as described above will be explained.
Referring to Figure 4, firstly, the plate-shaped material
11 wound like a coil is prepared. The plate-shaped ma-
terial 11 is drawn out by a predetermined amount and
then is vertically rolled by an upper and lower pair of
molding rolls 12 (rolling step). Incidentally, the plate-
shaped material 11 of the embodiment has a double
structure in which the back metal 2 made of steel such
as SPCC is positioned as a lower layer and the lining
layer 3 covers its surface (a top face). The lining layer 3
includes a minute granular sintered alloy layer and a resin
layer covering the sintered alloy layer (see Figure 5(a)).
In other words, the plate-shaped material 11 has a three-
layered structure in which the sintered alloy layer is pro-
vided on the surface of the back metal 2 and the resin
layer is provided to cover the sintered alloy layer.
When both sides of the plate-shaped material 11 are ver-
tically rolled by the molding rolls 12, a right and left pair
of sloped surfaces 11A serving as the crownings 5 and
5 are formed on both sides of the plate-shaped material
11. The right and left pair of sloped surfaces 11A have
both sides which are thinner than the center portion in
the width direction (see Figure 5b). The sloped surfaces
11A are provided on both sides of the plate-shaped ma-
terial 11 by the molding rolls 12 as described above, and
accordingly, a sloped surface to be the first crowning 3A
and another sloped surface of the back metal 2 positioned
below the sloped surface to be the second crowning 2A
are formed. Further, a sloped surface 11B to be a cham-
fered portion 1D on the outer circumferential edge is si-
multaneously formed. At this time, as shown in Figure 5
(b), the sintered alloy layer and the resin layer forming
the back metal 2 and the lining layer 3 are evenly pressed
and evenly crushed on both sides of the material 11
where the sloped surfaces 11A are formed. In short, a
pressed amount of each layer is equal to a half of a total
crowning amount.
[0012] Subsequently, the plate-shaped material 11
that is rolled by the molding rolls 12 is cut to have a pre-
determined dimension (cutting step). The length of the
plate-shaped material 11 after being cut is equal to a

circumferential dimension of the sliding bearing 1 after
being completely manufactured. Also, the width of the
plate-shaped material 11 after being cut is equal to an
axial dimension of the sliding bearing 1 after being com-
pletely manufactured.
Next, the rectangular material 11 which is cut after being
rolled is roughly shaped to be approximately cylindrical
by a shaping means so that the right and left pair of sloped
surfaces 11A provide inner circumferential parts on both
axial ends (rough shaping step). Then, the approximately
cylindrical material 11 is finished to be exactly cylindrical
by a finish shaping means (finish shaping step).
Thus, the sliding bearing 1 having the crownings 5 and
5 on both sides of the inner circumferential surface is
formed. Subsequently, the chamfered portion 1C is
formed by a chamfering means on the inner circumfer-
ential edge at the boundary between the crownings 5 and
5 and the end surfaces 1A and 1B in the sliding bearing
1 (chamfering step). As described above, the crownings
5 and 5 are provided by the first crowning 3A of the lining
layer 3 and the second crowning 2A of the back metal 2.
The second crowning 2A is the sloped surface having
the end surface 1A (1B) having a diameter increasing
from the center portion in the axial direction.
Accordingly, the sliding bearing 1 as shown in Figure 1
as a single body in cross-section is manufactured. After
being manufactured, the sliding bearing 1 is pressed-
fitted into a housing for a compressor (not shown). The
sliding bearing 1 having the crownings 5 and 5 on both
ends of the sliding surface 4 is manufactured by the man-
ufacturing method of the embodiment as described
above.
[0013] Incidentally, in the manufacturing method of the
embodiment as described above, the pair of sloped sur-
faces 11A to be the crownings 5 and 5 are formed by
rolling both sides of the plate-shaped material 11 using
the molding rolls 12 before the cutting step. However,
the sloped surfaces 11A or the crowning 5 may be formed
without using the molding rolls 12 as described below.
First, the plate-shaped material 11 is cut to have a pre-
determined dimension. During the cutting step, both
sides of the material 11 may be vertically pressed by an
upper and lower pair of shaping means 14 so as to form
sloped surfaces serving as the crownings 5 and 5 (see
drawings on the left side of the cutting step in Figure 4).
At this time, as shown in a perspective view on the left
side, an upper surface of the shaping means 14 on the
lower side may have a plate-like shape and the sloped
surface 11A may be formed only on the upper surface of
the material 11. Then, the chamfered portion 1D may be
formed during a later step.
Also, as another manufacturing method, in a finish shap-
ing step for shaping the material 11 that is cut to have a
predetermined dimension to be exactly cylindrical, the
material 11 may be finished to be exactly cylindrical within
two-split molds 15 and 15 as shown in Figure 4. Simul-
taneously, a core 16 having a distal end of a tapered
surface may be fitted to both ends of the inner circum-
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ferential surface of the cylindrical material 11 and pulled
out so as to form the crownings 5 and 5 on both ends of
the inner circumferential surface. Incidentally, a com-
monly-used conventional sizing die may be used instead
of the two-split molds 15 and 15.
Thus, through the rolling step using the molding rolls 12,
the cutting step, or the finish shaping step for forming a
cylindrical shape, or through two or three of the steps,
the crownings 5 and 5 can be formed on the sliding bear-
ing 1.
[0014] As described above, according to the method
of manufacturing the sliding bearing 1 of the embodiment,
the crownings are not formed by cutting both ends of the
sliding surface 4 (the inner circumferential surface) of the
sliding bearing 1. The crownings 5 and 5 are formed by
rolling or pressing the material 11.
Consequently, the first crowning 3A (the lining layer 3)
providing the crownings 5 and 5 is slightly thinner than
the center portion in the axial direction, and the second
crowning 2A (the back metal 2) overlapped with the first
crowning 3A is provided as the sloped surface. Thus, in
the sliding bearing 1 manufactured by the manufacturing
method of the embodiment, the lining layer 3 where
crownings 5 and 5 are provided has an approximately
uniform thickness as a whole as compared to a case in
which crownings are formed through a cutting process
by a conventional method.
[0015] As shown in Figure 6, in the sliding bearing 1
of the embodiment, the crownings 5 and 5 are formed on
the sliding surface 4 of the sliding bearing 1. The lining
layer 3 where the crowning 5 are formed, i.e., the first
crowning 3A, has a uniform thickness. Further, the sec-
ond crowning 2A (the back metal 2) is provided as a
sloped surface. Therefore, even when the rotational shaft
21 serving as the partner material is largely inclined, de-
flected, or swung, the rotational shaft 21 is not strongly
brought into contact with both ends of the sliding surface
4 of the sliding bearing 1 (the crownings 5 and 5). In other
words, the crownings 5 and 5 are prevented from being
brought into nonuniform contact with the rotational shaft
21, and thus the crownings 5 and 5 can be prevented
from abnormal wear, seizure, and fatigue.
Also, in the sliding bearing 1 of the embodiment, the lining
layer 3 serving as the first crowning 3A can be thicker
than a conventional crowning. Accordingly, the elasticity
of the crownings 5 and 5 can be enhanced as a whole,
and therefore the compatibility for supporting the rota-
tional shaft 21 as the partner material becomes favorable.
Consequently, in the embodiment, the sliding bearing 1
having a longer life as compared with a conventional slid-
ing bearing can be provided.
[0016] As compared with the sliding bearing 1 of the
embodiment as described above, in a sliding bearing dis-
closed in Patent Literature 2, the thickness of a back met-
al has a uniform thickness as a whole in the axial direction
as simplistically shown in Figure 7. In other words, the
thickness of the back metal as a lower layer of a crowning
is the same as the thickness of a center portion in the

axial direction.
In such a conventional sliding bearing, a lining layer is
firstly formed to have a uniform thickness on an inner
circumferential surface of the back metal and then both
ends of an inner circumferential surface of a lining layer
is cut to be sloped surfaces so as to form crownings. In
the conventional sliding bearing having the crownings
formed through such steps, a bearing alloy layer where
the crownings are formed becomes gradually thinner to-
ward end surfaces as shown in Figure 7. Thus, when the
rotational shaft is swung, the lining layer where the crown-
ings are formed is brought into nonuniform contact with
the rotational shaft and becomes quickly worn, and there-
fore the back metal may be unfavorably exposed.
[0017] Next, Figure 8 shows a second embodiment of
the present invention. In the second embodiment, the
present invention is applied to a sliding bearing 1 formed
to be cylindrical by combining two halved bearings 1a
and 1a’ that are semicylindrical. As shown in Figure 8,
each of the halved bearings 1a and 1a’ forms a semicy-
lindrical member. In the second embodiment, the same
components as those in the first embodiment are denoted
by the same reference numerals. Even in the second
embodiment as shown in Figure 8, the same advantages
can be obtained as in the first embodiment.
Incidentally, in the embodiments as described above, the
crownings 5 and 5 are provided by tapered surfaces
(sloped surfaces) having a linear shape in cross-section.
However, the crownings 5 and 5 may be provided by
sloped surfaces having a circular arc shape in cross-sec-
tion. Also, the crowning 5 may be formed only on one of
both ends of the sliding surface 4 of the cylindrical sliding
bearing 1 or the halved bearings 1a and 1a’.
Especially, in the second embodiment as shown in Figure
8, the crownings 5 of the semicylindrical halved bearings
1a and 1a’ may be positioned at ends on the same side,
or may be positioned at ends on different sides.

Reference Signs List

[0018]

1 ... sliding bearing
1a, 1a’ ... halved bearing
1A, 1B ... end surface
2 ... back metal
2A ... second crowning
3 ... lining layer
3A ... first crowning
4 ... sliding surface
5 ... crowning
11 ... plate-shaped material
12 ... molding roll
14 ... shaping means
15 ... mold
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Claims

1. A sliding bearing including a cylindrical member or
obtained by combining two semicylindrical members
to be cylindrical, comprising
the cylindrical member or the semicylindrical mem-
bers including a back metal and a lining layer pro-
vided to cover an inner circumferential surface of the
back metal so that the lining layer serves as a sliding
surface and including a crowning formed of a sloped
surface having a diameter gradually increasing to-
ward an end surface from a center portion in an axial
direction on at least one of both axial ends of the
sliding surface,
wherein the crowning includes a first crowning
formed of a sloped surface formed on the lining layer,
and a second crowning formed of a sloped surface
formed on a part of the back metal which corre-
sponds to the first crowning.

2. The sliding bearing according to claim 1, wherein an
axial dimension of the crowning is set to be 5 to 15
% of an axial length of the sliding bearing.

3. The sliding bearing according to claim 1 or 2, wherein
a maximum dimension of the crowning having a di-
ameter increasing toward an outer side in a radial
direction is set to be 5 to 100 Pm.

4. The sliding bearing according to any one of claims
1 to 3, wherein surface roughness of the crowning
is smaller than that of the sliding surface at the center
portion in the axial direction.

5. The sliding bearing according to any one of claims
1 to 4, wherein the lining layer includes a sintered
alloy layer and a resin layer covering a surface of
the sintered alloy layer, or an alloy layer.

6. A method of manufacturing the sliding bearing ac-
cording to claim 1, comprising:

forming a sloped surface that is gradually thinner
from a center portion toward a side portion in a
width direction on one of both sides of a plate-
shaped material by vertically pressing at least
one of the both sides of the plate-shaped mate-
rial including a back metal and a lining layer cov-
ering a surface of the back metal using a molding
roll;
cutting the plate-shaped material to have a pre-
determined length; and
shaping the plate-shaped material that is cut to
have the predetermined length to be cylindrical
or semicylindrical as a whole so that the lining
layer serves as an inner circumferential surface
and the sloped surface is positioned on one end
of the inner circumferential surface in an axial

direction.

7. A method of manufacturing the sliding bearing ac-
cording to claim 1, comprising:

forming a sloped surface that is gradually thinner
from a center portion toward a side in a width
direction by cutting a plate-shaped material in-
cluding a back metal and a lining layer covering
a surface of the back metal to have a predeter-
mined length and pressing at least one of both
sides of the material using a mold; and
shaping the plate-shaped material that is cut to
have the predetermined length to be cylindrical
or semicylindrical as a whole so that the lining
layer serves as an inner circumferential surface
and the sloped surface is positioned on one end
of the inner circumferential surface in an axial
direction.

8. A method of manufacturing the sliding bearing ac-
cording to claim 1, comprising:

cutting a plate-shaped material including a back
metal and a lining layer covering a surface of
the back metal to have a predetermined length;
and
shaping the plate-shaped material that is cut to
have the predetermined length to be cylindrical
or semicylindrical as a whole so that the lining
layer serves as an inner circumferential surface
and forming a sloped surface having a diameter
increasing from a center portion toward an end
surface in an axial direction on at least one of
both ends of the inner circumferential surface in
the axial direction.

9. The method of manufacturing the sliding bearing ac-
cording to any one of claims 6 to 8, wherein the lining
layer including by a sintered alloy layer and a resin
layer covering a surface of the sintered alloy layer,
or an alloy layer.
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