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(54) SINTERED BEARING

(57) Provided is a sintered bearing (1) including an
inner layer (2) and an outer layer (3) formed by integral
molding, the sintered bearing (1) having a bearing sur-
face (A) formed on an inner peripheral surface (2a) of an

inner layer (2). The inner layer (2) is made of sintered
metal containing Fe and a hardness increasing element
(such as Ni or Mo) . The outer layer (3) is made of sintered
metal containing Fe and no hardness increasing element.
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Description

Technical Field

[0001] The present invention relates to a sintered bear-
ing.

Background Art

[0002] A bearing to be used at, for example, a joint
section of an arm of construction machinery is required
to have excellent wear resistance because remarkably
large surface pressure is applied to a bearing surface of
the bearing. As the bearing of this type, for example, there
are known a bearing obtained by cutting casting alloy
and a bearing obtained by embedding particles of graph-
ite in a sliding surface in a spotted manner. However,
both of the bearings have a problem of high production
cost. Accordingly, instead of those bearings, a sintered
bearing made of sintered metal excellent in moldability
is used. For example, Patent Literature 1 discloses, as
a bearing for construction machinery, a sintered bearing
that is made of sintered metal obtained by dispersing
copper in iron-carbon-based alloy containing martensitic
structure.

Citation List

[0003] Patent Literature 1: JP 2003-222133 A

Summary of Invention

Technical Problems

[0004] In order to increase wear resistance, the sin-
tered bearing described above is required to have a bear-
ing surface increased in hardness. In particular, a shaft
and a bearing need to be regularly replaced. In a case
where the shaft is more easily replaced than the bearing
in terms of a design of the construction machinery, such
a design may be employed that hardness of the bearing
surface is set to be equal to or higher than hardness of
the shaft so that frequency of replacement of the bearing
due to wear life may be set to be lower than frequency
of replacement of the shaft. In this case, hardness of the
bearing surface needs to be particularly increased.
[0005] In order to increase the hardness of the bearing
surface of the sintered bearing, a hardness increasing
element (such as Ni, Mo, Mn, or Cr) may be mixed into
a material for sintered metal. However, the above-men-
tioned hardness increasing element is expensive. Thus,
when the entire sintered bearing is made of sintered met-
al containing the hardness increasing element, cost is
increased. Further, an outer peripheral surface of the
bearing serves as a mounting surface that is mounted to
another member, and hence the outer peripheral surface
needs to be finished into predetermined dimensions.
However, when the entire sintered bearing is made of a

material having high hardness, hardness of the outer pe-
ripheral surface is also increased, and hence processa-
bility of the outer peripheral surface is deteriorated. As a
result, there is a fear in that the outer peripheral surface
cannot be finished with desired dimension accuracy.
[0006] The above-mentioned circumstance is not lim-
ited to a case where the bearing surface is formed on an
inner peripheral surface of the bearing. The same is true
for a case where the bearing surface is formed on the
outer peripheral surface. Note that, the "bearing surface"
refers to a surface that slides so as to bear relative rota-
tion between two members. The bearing surface may be
formed on any one of the shaft side and the bearing side.
[0007] The present invention has an object to provide
a sintered bearing having a bearing surface increased in
hardness, which can be manufactured at low cost with
high dimension accuracy.

Solution to Problems

[0008] According to one embodiment of the present
invention, which is devised to achieve the above-men-
tioned object, there is provided a sintered bearing, com-
prising: an inner layer; and an outer layer formed on a
radially outer side of the inner layer, the inner layer and
the outer layer being formed by integral molding, the sin-
tered bearing having a bearing surface formed on any
one of an inner peripheral surface of the inner layer and
an outer peripheral surface of the outer layer, wherein
one of the inner layer and the outer layer, which has the
bearing surface, is made of sintered metal containing Fe
and a hardness increasing element, and another of the
inner layer and the outer layer, which has no bearing
surface, is made of sintered metal containing Fe and no
hardness increasing element, and wherein a concentra-
tion gradient of the hardness increasing element is
present at an interface between the inner layer and the
outer layer.
[0009] Note that, the hardness increasing element re-
fers to an element that contributes to increase in surface
hardness. For example, as the hardness increasing ele-
ment, at least one kind selected from among Ni, Mo, Mn,
and Cr may be used. Specifically, for example, in a case
where the bearing surface is formed on the inner periph-
eral surface of the inner layer, the inner layer may be
made of sintered metal containing Fe, Cu, C, Ni, Mo, and
inevitable impurities as the balance, and the outer layer
may be made of sintered metal containing Fe, Cu, C, and
inevitable impurities as the balance.
[0010] As described above, the layer having the bear-
ing surface is made of sintered metal containing the hard-
ness increasing element, and thus it is possible to obtain
the bearing surface increased in hardness. Further, the
layer having no bearing surface is made of sintered metal
containing no hardness increasing element, and thus an
amount of usage of the hardness increasing element is
reduced. Accordingly, it is possible to reduce material
cost. Further, the hardness increasing element is not
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mixed into one of the layers (layer having no bearing
surface), and thus the one of the layers becomes softer
than another one of the layers (layer having the bearing
surface) so as to be increased in processability. Accord-
ingly, it is possible to increase dimension accuracy of an
outer peripheral surface of the sintered bearing.
[0011] Further, in the above-mentioned sintered bear-
ing, the concentration gradient of the hardness increas-
ing element is present at the interface (boundary) be-
tween the inner layer and the outer layer. That is, in a
vicinity of the interface between the inner layer and the
outer layer, there is formed a region containing the hard-
ness increasing element and having high hardness. With
this, the inner layer and the outer layer are firmly bound
together, and thus strength of the sintered bearing is in-
creased.
[0012] When Cu is mixed into at least one of the inner
layer and the outer layer, Cu functions as a binder to be
able to firmly bind the inner layer and the outer layer
together. At this time, Cu contained in the layer having
the bearing surface contributes to increase in sliding
property of the bearing surface, and hence a certain mix-
ing amount of Cu is needed. However, it suffices that Cu
in the layer having no bearing surface function as a bind-
er. Therefore, a mixing ratio of Cu in the layer having no
bearing surface may be lower than a mixing ratio of Cu
in the layer having the bearing surface. As a result, an
amount of usage of Cu is reduced, and material cost can
be further reduced.
[0013] The above-mentioned sintered bearing can be
suitably used at a joint section of an arm of construction
machinery.

Advantageous Effects of Invention

[0014] As described above, according to one embod-
iment of the present invention, it is possible to obtain the
sintered bearing having a bearing surface increased in
hardness, which can be manufactured at low cost with
high dimension accuracy.

Brief Description of Drawings

[0015]

FIG. 1 is a cross-sectional view of a sintered bearing
according to an embodiment of the present inven-
tion.
FIG. 2 is a plan view of the sintered bearing.
FIG. 3 is a graph showing a concentration gradient
of a hardness increasing element.
FIG. 4 is a cross-sectional view illustrating a state in
which a mixed metal powder for an outer layer is
filled in a compression-molding step of manufactur-
ing steps of the sintered bearing.
FIG. 5 is a cross-sectional view illustrating a state in
which a mixed metal powder for an inner layer is
filled in the compression-molding step.

FIG. 6 is a cross-sectional view illustrating a state in
which a partition plate is lowered in the compression-
molding step.
FIG. 7 is a cross-sectional view illustrating a state in
which a surplus of the metal powder is removed in
the compression-molding step.
FIG. 8 is a cross-sectional view illustrating a state in
which the mixed metal powders are compressed by
an upper punch in the compression-molding step.
FIG. 9 is a cross-sectional view illustrating a state in
which a green compact is taken out of a die assembly
in the compression-molding step.
FIG. 10 is a view illustrating the manufacturing steps
performed after the compression-molding step.
FIG. 11 is a cross-sectional view of a sintered bearing
according to another embodiment of the present in-
vention.

Description of Embodiments

[0016] Now, embodiments of the present invention are
described with reference to the drawings.
[0017] As illustrated in FIG. 1 and FIG. 2, a sintered
bearing 1 according to an embodiment of the present
invention is made of cylindrical sintered metal, and is
used at, for example, a joint section of an arm of con-
struction machinery. The sintered bearing 1 integrally
comprises an inner layer 2 and an outer layer 3. In the
illustrated example, the sintered bearing 1 is formed only
of the inner layer 2 and the outer layer 3, and both layers
have a tubular shape, in particular, a cylindrical shape.
An inner peripheral surface of the sintered bearing 1 is
formed into a smooth cylindrical surface, and the sintered
bearing 1 has a bearing surface A for slidingly supporting
a shaft 4 in a relatively rotatable manner. The shaft 4 is
inserted along an inner periphery of the sintered bearing
1. An outer peripheral surface of the sintered bearing 1
is formed into a smooth cylindrical surface, and the sin-
tered bearing 1 has a mounting surface B that is mounted
to another member. Each axial end surface of the sin-
tered bearing 1 is also formed into a flat surface. The
sintered bearing 1 has, for example, an inner diameter
of 30 to 100 mm and a radial thickness of 5 to 50 mm. In
this embodiment, the sintered bearing 1 has an inner
diameter of 35 mm and an outer diameter of 45 mm. A
lubricant (such as oil and liquid grease) is impregnated
into inner pores of the sintered bearing 1, and the sintered
bearing 1 is held in slide-contact with the shaft 4. Thus,
the lubricant seeps out from surface pores formed in the
bearing surface A of the sintered bearing 1 so that the
lubricant may be supplied to a sliding portion between
the bearing surface A and the shaft 4.
[0018] The inner layer 2 is made of sintered metal con-
taining Fe and a hardness increasing element. At least
one kind selected from among, for example, Ni, Mo, Mn,
and Cr may be used as the hardness increasing element.
The inner layer 2 according to this embodiment is made
of sintered metal containing Fe, Cu, C, the hardness in-

3 4 



EP 3 358 206 A1

4

5

10

15

20

25

30

35

40

45

50

55

creasing elements (for example, Ni and Mo), and inevi-
table impurities as the balance. Specifically, for example,
the inner layer 2 is made of sintered metal containing 15
to 20 wt% of Cu, 0.3 to 0.8 wt% of C, 1.5 to 3.5 wt% of
Ni, 0.5 to 1.5 wt% of Mo, and Fe and inevitable impurities
as the balance. The bearing surface A is formed on an
inner peripheral surface 2a of the inner layer 2. In the
illustrated example, the entire inner peripheral surface
2a of the inner layer 2 functions as the bearing surface
A. A radial thickness of the inner layer 2 is set to approx-
imately 5 to 20% of a radial thickness of the sintered
bearing 1 (for example, set to 0.3 to 2 mm). In this em-
bodiment, the radial thickness of the inner layer 2 is set
to approximately 1 mm. The reason is as follows. When
the inner layer 2 is extremely thin, a filling property of a
raw-material powder at the time of molding is deteriorated
and an allowable wear limit is reduced. When the inner
layer 2 is extremely thick, an amount of usage of the
hardness increasing element is increased, which leads
to increase in cost.
[0019] As described above, the sintered metal of the
inner layer 2 contains the hardness increasing element,
and thus it is possible to obtain the bearing surface A that
is increased in hardness and excellent in wear resist-
ance. Further, the inner layer 2 contains Fe as a main
component and also contains C, and hence tensile
strength and hardness can be increased. Further, the
inner layer 2 contains Cu, and hence the bearing surface
A is increased in sliding property, to thereby be able to
reduce friction with the shaft 4. Further, as described
above, when a quenching-property enhancing element
such as Ni or Mo is selected as the hardness increasing
element, it is possible to attain an effect of lowering a
starting temperature of martensitic transformation. Ac-
cordingly, it is possible to achieve increase in hardness
resulting from martensitic transformation in a cooling
zone of a continuous sintering furnace in a sintering step
described below.
[0020] The outer layer 3 is made of sintered metal con-
taining Fe and no hardness increasing element (for ex-
ample, none of Ni, Mo, Mn, and Cr). The outer layer 3
according to this embodiment is made of sintered metal
containing Fe, Cu, C, and inevitable impurities as the
balance. Specifically, for example, the outer layer 3 is
made of sintered metal containing 2 to 5 wt% of Cu, 0.2
to 0.8 wt% of C, and Fe and inevitable impurities as the
balance. The mounting surface B that is mounted to an-
other member is formed on an outer peripheral surface
3a of the outer layer 3. In the illustrated example, the
entire outer peripheral surface 3a of the outer layer 3
functions as the mounting surface B.
[0021] As described above, the sintered metal of the
outer layer 3 contains no hardness increasing element,
and hence an amount of usage of the expensive hard-
ness increasing element is reduced. Thus, material cost
can be reduced. Further, the sintered metal of the outer
layer 3 contains no hardness increasing element, and
hence hardness of the outer layer 3 can be lower than

hardness of the inner layer 2. Accordingly, processability
of the outer layer 3 is enhanced, and thus dimension
accuracy of the mounting surface B can be increased.
[0022] Further, at least one (both in this embodiment)
of the inner layer 2 and the outer layer 3 contains Cu,
and thus Cu functions as a binder through melting and
binding. In this manner, a force of binding the inner layer
2 and the outer layer 3 together is increased. In order to
obtain this function, it is preferred that the outer layer 3
contain 2 wt% or more of Cu. Further, in order to reduce
an amount of usage of Cu to achieve reduction in cost,
it is preferred that a mixing ratio of Cu in the outer layer
3 be lower than a mixing ratio of Cu in the inner layer 2.
Specifically, it is preferred that the mixing ratio of Cu in
the outer layer 3 be set to 5 wt% or less.
[0023] A concentration gradient of the hardness in-
creasing element is present at an interface between the
inner layer 2 and the outer layer 3. The concentration
gradient is present over an entire axial region of the in-
terface between the inner layer 2 and the outer layer 3.
In this embodiment, as conceptually shown in FIG. 3, in
a vicinity of the interface (indicated by the dotted line)
between the inner layer 2 and the outer layer 3, specifi-
cally, in a radial region extending across the interface,
concentrations of Ni and Mo are gradually decreased
from the inner layer 2 toward the outer layer 3. With this,
a region containing the hardness increasing element is
formed in the vicinity of the interface, and hence strength
of the interface and also binding strength between the
inner layer 2 and the outer layer 3 are increased. It is
desired that a radial dimension R of a region (hereinafter
referred to as a "concentration gradient region"), in which
the concentration gradient of the hardness increasing el-
ement is present, be set within a range of from 0.1 to 1.0
mm, preferably within a range of from 0.2 to 0.5 mm. The
reason is as follows. When the radial dimension R of the
concentration gradient region is extremely large, hard-
ness of the outer layer in the vicinity of the interface is
increased, and hence there is a problem in that process-
ability is deteriorated and dimension accuracy is adverse-
ly affected. When the radial dimension R of the concen-
tration gradient region is extremely small, binding at the
interface is weakened, and hence there is a problem in
that strength of the bearing is reduced. The radial dimen-
sion R of the concentration gradient region can be ad-
justed depending on, for example, a radial thickness of
a partition plate 14 (see FIG. 5) of a two-color molding
die assembly described below.
[0024] The above-mentioned sintered bearing 1 is
manufactured through, for example, a compression-
molding step, a sintering step, a reshaping step, a heat
treatment step, and an oil-impregnating step. Now, each
step is described.
[0025] The compression-molding step is performed
using, for example, a die assembly illustrated in FIG. 4.
The die assembly comprises: a die 11; a core pin 12
arranged along an inner periphery of the die 11; an outer
lower punch 13 arranged between an inner peripheral
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surface 11a of the die 11 and an outer peripheral surface
12a of the core pin 12; the partition plate 14; an inner
lower punch 15; and an upper punch 16 (see FIG. 8).
The outer lower punch 13, the partition plate 14, and the
inner lower punch 15 have concentric cylindrical shapes,
and can be raised and lowered independently of each
other.
[0026] The compression-molding step is performed by
so-called two-color molding in which a material for the
inner layer 2 and a material for the outer layer 3 are fed
into the same die assembly to integrally mold the inner
layer 2 and the outer layer 3. Specifically, first, as illus-
trated in FIG. 4, the partition plate 14 and the inner lower
punch 15 are raised to an upper end position, and the
outer lower punch 13 is lowered to a lower end position.
Thus, the inner peripheral surface 11a of the die 11, an
outer peripheral surface 14a of the partition plate 14, and
an end surface 13a of the outer lower punch 13 form an
outer cavity 17 having a cylindrical shape. A first mixed
metal powder M1 for forming the outer layer 3 is filled
into the outer cavity 17. The first mixed metal powder M1
according to this embodiment contains a Fe powder, a
Cu powder, and a C powder. Specifically, for example,
SMF4030 (JIS Z2550:2000) may be used as the first
mixed metal powder M1.
[0027] Next, as illustrated in FIG. 5, the inner lower
punch 15 is lowered to the lower end position, and thus
an inner peripheral surface 14b of the partition plate 14,
the outer peripheral surface 12a of the core pin 12, and
an end surface 15a of the inner lower punch 15 form an
inner cavity 18 having a cylindrical shape . A second
mixed metal powder M2 for forming the inner layer 2 is
filled into the inner cavity 18. The second mixed metal
powder M2 according to this embodiment contains the
Fe powder, the Cu powder, the C powder, a Ni powder,
and a Mo powder. At this time, the second mixed metal
powder M2 is caused to overflow the inner cavity 18 so
as to cover an upper side of the partition plate 14.
[0028] Next, as illustrated in FIG. 6, the partition plate
14 is lowered. Thus, the second mixed metal powder M2
enters a space corresponding to the partition plate 14,
and the first mixed metal powder M1 and the second
mixed metal powder M2 are brought into contact with
each other. In this manner, a cavity 19 formed by the
inner peripheral surface 11a of the die 11, the end surface
13a of the outer lower punch 13, an end surface 14c of
the partition plate 14, the end surface 15a of the inner
lower punch 15, and the outer peripheral surface 12a of
the core pin 12 is filled with the first mixed metal powder
M1 and the second mixed metal powder M2 in a double-
layer state. Then, a surplus of the second mixed metal
powder M2 overflowing the cavity 19 is removed (see
FIG. 7).
[0029] After that, as illustrated in FIG. 8, the upper
punch 16 is lowered, and the mixed metal powders M1,
M2 filled into the cavity 19 are compressed from above
by an end surface 16a of the upper punch 16. Thus, a
green compact M is molded. As illustrated in FIG. 9, the

outer lower punch 13, the partition plate 14, and the inner
lower punch 15 are raised, and the green compact M is
taken out of the die assembly.
[0030] After that, in the sintering step, the green com-
pact M is sintered at a predetermined sintering temper-
ature (for example, 1,120°C), and thus a sintered com-
pact M’ is obtained (see FIG. 10) . In this embodiment,
the sintering step is performed in the continuous sintering
furnace. At this time, the sintered compact M’ contains
the quenching-property enhancing elements (Ni and
Mo), and hence a starting temperature of martensitic
transformation of the sintered compact M’ is lowered. Ac-
cordingly, it is possible to achieve increase in hardness
resulting from martensitic transformation of the sintered
compact M’ in the cooling zone of the continuous sintering
furnace.
[0031] The sintered compact M’ obtained through the
sintering step is reshaped into predetermined dimen-
sions in the subsequent reshaping step. In this embodi-
ment, an inner peripheral surface, an outer peripheral
surface, and both end surfaces of the sintered compact
M’ are pressed by a sizing die assembly, and thus the
sintered compact M’ is die-molded into predetermined
dimensions (not shown) . At this time, an outer layer M1’
of the sintered compact M’ is made of relatively soft sin-
tered metal containing no hardness increasing element,
and has satisfactory processability. Accordingly, the out-
er layer M1’, in particular, the outer peripheral surface of
the sintered compact M’ can be molded with high accu-
racy.
[0032] Heat treatment is performed on the sintered
compact M’ thus reshaped with predetermined dimen-
sion accuracy (heat treatment step). Specifically, for ex-
ample, tempering for eliminating internal stress of the
sintered compact M’ is performed. Then, the lubricant is
impregnated into the inner pores of the sintered compact
M’ that has undergone heat treatment, and thus the sin-
tered bearing 1 is completed.
[0033] The present invention is not limited to the
above-mentioned embodiment. For example, in the
above-mentioned embodiment, the reshaping step is
performed by die molding using the sizing die assembly,
but the present invention is not limited thereto . The re-
shaping step may be performed by another method such
as machining. Further, in a case where desired dimen-
sion accuracy can be obtained without reshaping, the
reshaping step may be omitted. Further, in the above-
mentioned embodiment, tempering is performed as the
heat treatment step. However, quenching (for example,
carburizing and quenching) may be performed before
tempering, and thus hardness of a surface of the sintered
compact M’ may be increased. Note that, when the inner
layer 2 containing the hardness increasing element has
adequate hardness, it is preferred that quenching be
omitted to achieve reduction in cost.
[0034] Further, the above-mentioned embodiment ex-
emplifies a case where the bearing surface A is formed
on the inner peripheral surface 2a of the inner layer 2,
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but the present invention is not limited thereto. For ex-
ample, as illustrated in FIG. 11, the present invention
may be applied to the sintered bearing 1 in which the
bearing surface A is formed on the outer peripheral sur-
face 3a of the outer layer 3. In this case, the outer layer
3 is made of sintered metal containing Fe and the hard-
ness increasing element, whereas the inner layer 2 is
made of sintered metal containing Fe and no hardness
increasing element. Specifically, for example, the outer
layer 3 is made of sintered metal containing Fe, Cu, C,
Ni, Mo, and inevitable impurities as the balance, whereas
the inner layer 2 is made of sintered metal containing Fe,
Cu, C, and inevitable impurities as the balance. In this
case, hardness of the outer layer 3 is higher than hard-
ness of the inner layer 2. The concentration gradient of
the hardness increasing element is present at the inter-
face between the inner layer 2 and the outer layer 3, and
in the vicinity of the interface, concentration of the hard-
ness increasing element is gradually decreased from the
outer layer 3 toward the inner layer 2. The mounting sur-
face B that is mounted to another member (outer periph-
eral surface of the shaft) is formed on the inner peripheral
surface 2a of the inner layer 2. A thickness of the outer
layer 3 is set to approximately 5 to 20% of the radial
thickness of the sintered bearing 1, that is, set within, for
example, a range of from 0.3 to 2 mm.
[0035] Further, the above-mentioned embodiment ex-
emplifies a case where the interface between the inner
layer 2 and the outer layer 3 assumes a cylindrical surface
shape, but the present invention is not limited thereto. A
cross-section of the interface orthogonal to an axis can
be formed into a non-circular shape (for example, polyg-
onal shape or spline shape) (not shown). Thus, the bind-
ing strength between the inner layer 2 and the outer layer
3 is further increased. At this time, the shape of the in-
terface is parallel to an axial direction. The shape of the
interface is formed in conformity with a shape of the par-
tition plate 14 (see FIG. 5 and the like) in the compression-
molding step, and hence the shape of the interface can
be changed through change of the shape of the partition
plate 14.
[0036] Further, the above-mentioned embodiment ex-
emplifies a case where the sinteredbearing 1 is applied
to construction machinery, but the present invention is
not limited thereto. The present invention can be suitably
applied to such an application that high surface pressure
is applied to the bearing surface.

Reference Signs List

[0037]

1 sintered bearing
2 inner layer
3 outer layer
A bearing surface
B mounting surface

[0038] The present invention further refers to the fol-
lowing clauses:

Clause 1: A sintered bearing, comprising:

an inner layer; and
an outer layer formed on a radially outer side of
the inner layer,
the inner layer and the outer layer being formed
by integral molding,
the sintered bearing having a bearing surface
formed on any one of an inner peripheral surface
of the inner layer and an outer peripheral surface
of the outer layer,
wherein one of the inner layer and the outer lay-
er, which has the bearing surface, is made of
sintered metal containing Fe and a hardness in-
creasing element, and another of the inner layer
and the outer layer, which has no bearing sur-
face, is made of sintered metal containing Fe
and no hardness increasing element, and
wherein a concentration gradient of the hard-
ness increasing element is present at an inter-
face between the inner layer and the outer layer.

Clause 2: The sintered bearing according to clause
1, wherein the hardness increasing element com-
prises at least one kind selected from among Ni, Mo,
Mn, and Cr.
Clause 3: The sintered bearing according to clause
1 or 2, wherein the bearing surface is formed on the
inner peripheral surface of the inner layer.
Clause 4: The sintered bearing according to clause
3, wherein the inner layer is made of sintered metal
containing Fe, Cu, C, Ni, Mo, and inevitable impuri-
ties as the balance, and the outer layer is made of
sintered metal containing Fe, Cu, C, and inevitable
impurities as the balance.
Clause 5: The sintered bearing according to any one
of clause 1 to 3, wherein at least one of the inner
layer and the outer layer contains Cu.
Clause 6: The sintered bearing according to clause
5, wherein a mixing ratio of the Cu in the another of
the inner layer and the outer layer, which has no
bearing surface, is lower than a mixing ratio of the
Cu in the one of the inner layer and the outer layer,
which has the bearing surface.
Clause 7: The sintered bearing according to any one
of clause 1 to 6, wherein the sintered bearing is used
at a joint section of an arm of construction machinery.

Claims

1. A sintered bearing (1) made of cylindrical sintered
metal comprising an
inner layer (2),
an outer layer (3),

9 10 
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a bearing surface (A),
a mounting surface (B), and
axial end surfaces,
wherein the inner layer (2) and the outer layer (3)
have a tubular shape,
wherein each axial end surface is formed into a flat
surface,
wherein the bearing surface (A) is formed on an inner
peripheral surface (2a) of the inner layer (2), the inner
peripheral surface being formed into a smooth cylin-
drical surface,
wherein the mounting surface (B) is formed on an
outer peripheral surface (3a) of the outer layer (3),
the outer peripheral surface being formed into a
smooth cylindrical surface,
wherein a lubricant is impregnated into inner pores
of the sintered bearing (1),
wherein the inner layer (2) is made of sintered metal
containing Fe, Cu, C, a hardness increasing ele-
ment, and inevitable impurities as the balance,
wherein the outer layer (3) is made of sintered metal
containing Fe and no hardness increasing element,
and
wherein a radial thickness of the inner layer (2) is set
to 5% to 20% of a radial thickness of the sintered
bearing (1).

2. The sintered bearing (1) according to claim 1, where-
in the hardness increasing element is at least one
kind selected from among Ni, Mo, Mn, and Cr.

3. The sintered bearing (1) according to claim 1 or 2,
wherein the sintered metal of the inner layer (2) con-
tains 15 wt% to 20 wt% of Cu, 0.3 wt% to 0.8 wt%
of C, 1.5 wt% to 3.5 wt% of Ni, 0.5 wt% to 1.5 wt%
of Mo, and Fe and inevitable impurities as the bal-
ance.

4. The sintered bearing (1) according to any one of
claims 1 to 3, wherein the radial thickness of the inner
layer (2) is set to 0.3 to 2 mm.

5. The sintered bearing (1) according to any one of
claims 1 to 4, wherein the outer layer (3) contains Cu.

6. The sintered bearing (1) according to any one of
claims 1 to 5, wherein the mixing ratio of Cu in the
outer layer (3) is lower than the mixing ratio of Cu in
the inner layer (2).

7. The sintered bearing (1) according to claim 5 or 6,
wherein the outer layer (3) contains 2 wt% or more
of Cu.

8. The sintered bearing (1) according to any one of
claims 5 to 7, wherein the mixing ratio of Cu in the
outer layer (3) is set to 5 wt% or less.

9. The sintered bearing (1) according to any one of
claims 1 to 8, wherein the sintered metal of the outer
layer (3) contains Fe, Cu, C, and inevitable impurities
as the balance.

10. The sintered bearing (1) according to any one of
claims 1 to 9, wherein the sintered metal of the outer
layer (3) contains 2 wt% to 5 wt% of Cu, 0.2 wt% to
0.8 wt% of C, and Fe and inevitable impurities as the
balance.
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