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MODEL "R" COMPRESSOR MAIN BEARING REPLACEMENT PROCEDURE

INTRODUCTION:

This Service Rulletin outlines the procedure for replacement of the pump and
motor end main bhearina inserts on Model "R" compressors.

OISCUSSION:

The motor end of all Model "R" compressors has two bearing inserts. The 40
ton compressor motor end bearings are 2-1/8 inch and 2-7/8 inch diameter, and
the pump end bearinag is 2-7/8 inch diameter, The 50 and 60 ton compressurs
have three bearinas, all with 2-7/8 inch diameter. For specific hearing
tolerances, refer to maintenance manual HCOM-M-6,

Mator and pump end bhearing insert replacement on Mgdel "R" compressors
requires the use of special tools. Construction details for these tools arse
included at the end of this bulletin, These tools will work on the motar end
bearinas of al! Model "R" compressors and all pump end bearings on compressors
with serial number 7K60R594 and after. Model "R" compressors with serial
numbers prior to 7K60B594 should use a new pump end hearing head with an
insert {(BRG-291) for field rebuilds,

REPLACEMENT PROCEDURE:

40 Ton Compressor

1

1. Completely disassemble the compressor.

2. The small bearing nearest the motor must be pushed out the motor side, from
the oi' pump end, using the bearing driver, push rod and utility bhar,
assemhled as shown in Figure 1. Use a liberal amount of compressor oil on
the tools to prevent excessive wear,

1. To remove the larqe motor end bearina, push it throuch the compressor
housing from the suction cover end into the oil sump. The bearing driver,
push rod and utility bar should be assembled as shown in Figure 2.
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FIGURE 2 - Removing Larne Bearing

4. To remove the pump end bearing insert, the bearing head assembly (without
the oil pump) must be reinstalled on the compressor. The bearing insert
can be pushed through the head assembly into the crankcase, using the

bearina driver, push rod, spacer tubas and utility bar as shown in Siqure
3.

FIGURE 3 - Removing Pump £rd 3earing lInsert
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The hearinag driver tool {Fiqure 4) has four finaers that expand when the
push rod is inserted in it. The fingers hold the bearing insert durina
removal. [t is important that the bearina driver tool be inserted into the
bearing until the finaers contact the backside of the insert. When
practical, the pump end bearing head assembly should be taken to a machine
shop where a hydraulic press can be uysed for removal and installation of
the bearing insert.

O-RING IN GROOVE TO
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FIGURE 4 - Bearing Driver Tool

CAUTION: EXERCISE CARE WHEN USING THE BEARING TOOLS. DO NOT OVERSTRESS
THE TOOLS, AS DAMAGE TO THE TOQL AND/OR COMPRESSOR COULD RESULT.

5. The pump end bearina insert can be reinstalled by using the hearina driver,
push rod and utility bar. The insert must be pressed in from the motor
suction side. The bearing insert should be placed over the bearing drivaf
as shown in Fiqgure 5, with the lap joint seam in the 12 o'clock position
when installed in the compressor housing,

LAP JOINT SEAM

FIGURE 5

Coat the outside of the bearing insert and the bearing bore with compressor
0il before installation, Inspect the housina bore for nicks or burrs
before reassembly. Be sure the bearing driver and insert are square with
the housing during installation, '
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. The Tarqe motor end bearing insert can be installed using the hedring
driver, push rod and utility bar as shown in Figure A, The insert must be
pressed in from the pump end, with the lap joint in the 12 o'clock positinn
when it is installed in the compressor housing. This will require remova!
of the pump end bearing head assembly.
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FIGURE & - Installing Larqge Motor End Bearing Insert

The small diameter motor end bearing insert can be installed from the
suction end using the small bearing driver and spacer rinag, push rod and
utility bar as shown in Figure 7. The lap joint must he positioned at the
12 o'clock position when installed in the compressor housing,
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FIGURE 7 - Installing Small Motor Znd Bearing Insert
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The bearing driver must have the spacer ring installed to iasure that t-.
proper bearing setback is establ!ished by the collar on the spacer rinag.
See Figure 8.
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FIGURE 8



21 and AN Ton Compressors

The bearing replacement procedures for 50 and 67 ton compressors are identica’
to the 40 ton compressor except for the removal and reinstallation of the
motor end bearing nearest the motor, This bearing is 2-7/8 inch diameter
compared to 2-1/8 inch diameter on the 40 ton compressor. The outboard
bearing insert is removed by using the hearing driver, push rod and utility
bar, assembled from the pump end as shown in Fiaures 9 and 10.
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FIGURE 10

After the new bearing inserts have been installed, they should visually
inspected for nicks or qouges, Small nicks or qouges should be removed by
using a bearina scraper or equivalent, and refinished with a crocus cloth to
insure adequate 0il clearance. 0il the bearings liberally and reassemble the
compressar immediately. Care should be taken to insure that no foreian
material enters the compressor during reassembly,

TOOL CONSTRUCTION: -

The drawings in this section show the construction details for fabrication of
the bearing tools.
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FIGURE 14 - Threaded Rod
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FIGURE 19 - Bearing Driver (Small Insert)
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FIGURE 21 - Bearing Driver Spacer Ring
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FIGURE 22 - Bearing Driver Fingers
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