
S
E

R
V

IC
E

IN
F

O
R

M
A

T
IO

N

SI 1421
For technical personnel only!

w
w

w
.p

er
m

ag
lid

e.
co

m
©

 M
S 

M
ot

or
se

rv
ic

e 
De

ut
sc

hl
an

d 
G

m
bH

 –
 A

 R
he

in
m

et
al

l C
om

pa
ny

 –
 0

1/
15

 E
N

Page 1/1

15°

12°
30°

40°

60°

1,2 1

R 0,3 –0,1

KS PERMAGLIDE® plain bearings
Test methods: Machining the sliding layer

The sliding layer of KS PERMAGLIDE® P22 
and P202 has a machining allowance of 
around 0.15 mm. This can be machined by 
turning, drilling or reaming in order to:
• Achieve smaller clearance tolerances
• Compensate for misalignments.

Tried and tested methods are turning and 
boring with:
• Dry cutting
• Cutting speeds from 100 to 150 m/min
• Feed rate of 0.05 mm/rev
• Cutting depth of max. 0.1 mm
• Carbide tools (Fig. 1)

Fig. 1:  Cutting tool for KS PERMAGLIDE® P22 and P202

Attention:
Parts must be cleaned after 

 machining.

Attention:
Inexpert machining will have a 

 negative impact on service life and 
load-bearing capacity.

Attention:
Removing more material reduces 

 service life.

Machining temperatures above 
140 °C constitute a health hazard.

P22 chips contain lead. 
Lead is hazardous to health.


