WORK.NO. 21-0445 S/NAME. M/V 21-0445-1

E/TYPE.
P/NAME. CYLINDER LINER

JIS B 0601-2001

Parameter

SJ-310 A== ==

NO.001101208 7 CVA-1500RC SERIAL NO.12493

June 07, 2021

Surface Roughness Condition.
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Existing condition: Lacquering was formed on piston Ra:0.20 u m

ring moving surfaces and not enough oil sump grooves

and occurred hard touching part on axial direction. RzJIS:1.05u m
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Standard: RzJIS 3~7u m

Oil reservoir. Piston ring sliding surface.
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After honed liner.
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RzJIS:6.94 1 m



21-0445-2

A-type test piece for check equipment. Found crack.
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Magnaflux Inspection Component

Model of Magnaflux Unit (IR 1E4 FR) Um-3BF B LM NO.1250111086
Model of Ultraviolet Unit  (S84MRPESTEEE A FR)  LB-104 FE RS TR NO.0145
Method (Fé{bJ715) Yoke (FixfH] )

Model of A-type test piece (A JEAR#ERER /) JIS Z 2320-1:2007 A1-15/50 ﬁ # R AR EHE

A1 RS AT
LCD LR i h P18 Tas]

Examiner (M H17#8)  Yosuke Kimura (RAF ¥E9T) T o]

e
License NO. JIS Z 2305(ISO 9712) N10090923 T B

: A2 -: ;;:-,#g}#

a8 AE 1.%3%%? 331 A%

Example of crack: The crack occurred at under Inspected 2 pcs not found crack.

of the liner mounting surface. BAERTS 2 A KGR AR L
TAF—BBE T 77073 E AR NO. ®M210, ®M216



NO.®M210  Blow by part laser welding. WKEHRIFTEE L —P —IKBERK




NO.®M216  Poor Conditions specially no uniform touching with Liner and piston ring. N %472V RE
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NO.®M216  Blow by part laser welding. WKEHk 1T {EH

Housing measurement. PNEEEHH]




Liner Honing. F"—=27hT

NO.®M210 R—=7 &

NO.®M216  Progress of the Liner Honing. Fx—= 27 3&H




NO.®M210  Finished liner honing. Ax—=27 N T.52x%

NO.®M216  Finished liner honing. Ax—=27 N T.52x%







21-0445-8
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After cleaning. ARV 4

After cleaning cooling water hole. #EIKFL Wi




After coating. ZMEBEE, 52K

Packing. ##2) Packing finished. fa)5eHK



