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ABSTRACT

The cylinder liner material widely used for
all-aluminum cylinder block for motorcycle
multicylinder engines is grey iron. New aluminum
liner material has been developed which offers
advantages of light weight and higher productivity.
The liner is made from powder metallurgy
composite (PMC) with 3 to 5% alumina and 0.5
to 3% graphite additives. The PMC, which has
abrasion resistance and seizure resistance equal
to grey iron and iron plating, respectively, offers
the required abrasion resistance while improving
machinability, with the adoption of fine spherical
alumina particles, 3um in average diameter.

The all-aluminum cylinder block with the PMC
liners was introduced in December 1993 in mass
production of motorcycle engine, beginning with
model RVF/RC45.
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Fig. 1 Four-cylinder 750cm® Motorcycle Engine
with All-aluminum Cylinder Block
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Fig. 2 Cross Section of PMC Cast-in Liner
Cylinder Block
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Fig. 3 Influence of Cooling Speed on Micro-
structure of Al-17% Silicon Alloy
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and A390 after 1 Hour Hot Soak
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