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Instructions - #306180 Torrington Bearing kit suit Ford DOHC 6 cyl engines.

Thank you for purchasing an Atomic product. To enjoy trouble free operation it is imperative this product is installed correctly. Failure to do so could result in irreparable damage to your engine.

The purpose of the Torrington thrust bearing is to accommodate excessive thrust loads generated by hi stall converters and transbraked gearboxes. We suggest the use of the original type thrust bearing (in a 360 degree configuration – use Atomic Part #2093-STD or -010) to convert the standard 180 degree thrust bearing into full 360 degree operation.  

The factory style bearing (upgraded to 360 degree configuration) is to accommodate normal thrust load management and the Torrington raceway is designed to be a “positive stop/backup” to accommodate excessive thrust loading.

Torrington needle roller thrust bearing install procedure.
1. 4 pieces are supplied in the kit - 1 x Torrington hi-speed raceway, 2 x thrust washers and 1 x locating collar (blackened and hardened). Check all these components are in the kit prior to machining.
2. Set up the 360 degree copper thrust bearings (part of the Main bearing set) in the normal manner to provide crank end float – suggest .004-.005” clearance.

3. Measure the thickness of the Torrington raceway and thrusts and then measure how much clearance exists between the crank and the inside of the block when the crank is pushed forward in the block with the copper thrust bearing limiting the forward travel of the crank.
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Machine a counterbore in the front of the crank counterweight (behind #1 main bearing) to accommodate Torrington bearing and collar assembly. PLEASE NOTE: the hardened collar is to be a shrink fit onto the crank. We suggest .0015” -.002” interference. It is imperative that the correct sizing of the OD of the crank is provided for correct fitment of the crank collar. The collar has a large chamfer on one side only – this is to allow clearance over the crank fillet radius. Refer pictures.
5. Heat the collar to increase the ID of the collar. Once expanded, fit the collar onto the crank, noting the direction of the large chamfer is facing towards the crank fillet radius (or the rear of the crank).

6. Set up the Torrington race to provide a positive stop for the crank thrust at .005-.006” “end float. Adjustment of the thickness of the copper thrust bearing may be required at this stage.
7. Make sure the #1 main cap is aligned with the front of the block so the Torrington thrust washer can locate flat against both faces (the cap face and the block face)
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Torque up main caps in the usual manner and double check end float.
Cheers, The Team at Atomic 
April, 2016
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