
G) 
FORGATTYOS HAJTOMO 

CRANK MECHANISM 

DUGATTYOK, HAJTORUDAK KISZERELESE 

REMOVING PISTONS, CONNECTING RODS 

A hajt6rud-csapagyfedel kiszerelese alulr6l 

tdrtenik. A nyul6csavarokat nehany menettel 
oldani, majd a csavarfejeket egyenletesen 0-

tdgetve (kemenyfat vagy mas megfelelo alate

tet alkalmazva) a fedel meglazul. A csavaro

kat kicsavarni, es a fedelet levenni. Az il

lesztoszegekre Ogyelni. 

(l dug6kulcs, kny: 22 hosszabbitassal) 

A csavarokat minden esetben c serelni ke ll! 

A hengerfurat felso reszen az egesi maradva

nyokat eltavo litani. A dugattyut a hajt6rud

dal egyutt felfele kiemelni. 
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Connecting rod bearing cover can be dismounted from below . Loosen some turns the bolts, the uni-
formly knocking the bolt heads (using hard wood or other suitable supporting block) the cover 

loosens. Unscrew the bolts, remove thE cover. Care should be taken to the dowel pins. 

(l socket wrench, opening: 22, with extension) 

In every case the bolts should be renewed! 

Remove the combustion residues f rom the upper part of cylinder bore. Withdraw the piston with 

the connecting rod upwards. 

A forgattyustengely ellensulyok helyzetere a 

hajt6rudak ki-, ill. beszerelesenel Ogyelni. 

Ca re should be taken of the position of the 

crankshaft counterweights when dismounting 

an d remounting the connecting rods. 

G/2 

M-262 
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Belso rogzitogyurut behelyezni. "A" csapagyat 
besajtolni. 

Put in the ball bearing circlip. Force in the 
bearing "A". 

Az "A" csapagyat a belso 6s kuls6 gyurun ala
tamasztani. 

A tavtart6gyurut behelyezni. 

A "B" csapagyat a belso 6s kuls6 gyurure fel
fekv6 szerszammal besajtolni. 

Support bearing "A" on internal and e?<t~rnal 

rings. 

rntroduce the spacer rirtg~ 

Force in bearing "B" with a tool lying on in
ternal and external rings. 

Azonos alatamasztas mellett a k6zloker6k ten

gelyet kis nyom6er6vel besajtolni. Kuls6 rog
zitogyuruket benelyezni. 

Whith the identical supporting press in the 
shaft of the intermed iate gear using little 
thrust. Place in the shaft circlips. 

F/21L-------------------------------------------------~ 
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Az 6sszetartoz6 hajt6rud es hajt6rudfedel 
azonos szammal van 6sszejel6lve (A). A csap
agycseszek a hengersorrendnek megfeleloen a 
hajt6rudakkal vannak 6sszejel6lve (B). 
A hajt6rudkeszleten belul a megengedett suly
elteresekre ugyelni, 
Deformal6dott hajt6rudakat cserelni kell (nem 
javitjuk). 

The connecting rod and the connecting rod 
bearing cover belonging together are ~arked 

with identical numbers (A)• 
The bearing shells are marked according to 
the cylinder arrangement with the connecting 

rods (B) • 
Care should be taken of the tolerance of the 
weight differences within the set of connect
ing rods. 
Deformed connecting rod should be replaced 

(do not straighten). 

HAJTOROD CSAPAGYCSESZEK 
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PAIR OF BIG END BEARING SHELLS FOR CONNECTING ROD 

A hajt6rud csapagycseszeket ugy kell behe
lyezni, hogy a csapagycseszek kihajtott orrai 
a megfelelo hornyokba keruljenek. A csesze
feleket a fedelnek, ill. a hajt6rudnak az ol
dala, a felutkozo orron keresztul rogziti, 
A csapagyfedel tajolasa ket illesztoszeggel 
tortenik (nyillal jelolve). 

The connecting ro d bearing shells should be 
placed in so that the lugs of the bearing 
shells get into the recesses, The shell 
halves are fixed to the side of the cove r o r 
of the connecting rod, throug h the l ugs . The 
bearing cover is located by t wo dowel pins 
(arrow) , 

A f 6- es hajt6rud csapagycseszak kesz csap-
agyak, azokat utanmunkalni nem szabad. A 
csapagycseszek falvastagsagat goly6 s mikrome
terrel kell megmerni, 

The shells of the main and connecting rod 
bearing have a third layer for running in and 
they must not be reworked. Wall thickness of 
the bearing shells should be measured with 
spherical micrometer. 

G/5 

M-263 

M-26 4 

M-265 



- 1.80 -

A mar hasznalatban volt hajt6rud csapagycse

szek ujb6li felhasznalasanal ugyeln i ke ll az 
eloirt terpeszmeretre (x- y = terpeszme ret), 

When reusing connecting rod 

already employed care should 

specified spring dimensio n 

dimension), 

bearing shells 
be taken of the 

(x - y = spring 

Hajt6rudcsapagy elofeszitesenek vizsgalata: 

Mindket hajt6rudcsavart az eloirt nyomatek

kal meghuzni, 

Az egyik csavart eltavolitani, A fede l et g u
mikalapaccsal megutogetve a feszultseget fel
oldani, 

A rest hezagmerovel megmerni, 

Checking of prestressing of connecting rod 

bearing: 

Tighten both connecting rod bolts with the 

specified torque, Tighten down the one c f the 

bolts, Relieve stress by knocking the cover 

with a rubbe r hemmer, 

Measure the gap with a feeler gauge, 

HAJTOROD PERSELY 

SMALL END BUSH FOR CONNECTING ROD 

Hajt6rudperselyeket kinyom6tuskevel kisaj

tolni, Uj perselyt besajtolni, Kenoo l ajhor

nyot bemunkalni, 

Az uj hajt6rudperselyeket besajtolas utan me

retre finomfurni, 

Force out the gudgeon pin bushes with a 

pressing mandrel. Force in new bushes.Machine 

t he lubricating groove, 
After pressing in the new gudgeon pin bush

c~ sho uld be fine bored to size, 

G/6L---------------------------------~ 
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DUGATTYO BESZERELESE 

MOUNTING OF PISTON 

A dugattyu beszerelesekor a gombalaku egester 
bevezeto csatornajanak (nyillal jelolve) a 
befecskendezesi oldal iranyaba kell mutatnia. 

When remounting the piston, the recess in the 
spherical combusti~n chamber (arrow) should 
be in the direction of the injection side, 

A dugattyugyuruveg reseit egymashoz viszo
nyitva 90°-kal kell elforditani. A legfelso 
gyurunel a rest az egester bevezeto csatorna
javal szemben fekvo oldalra kell helyezni. 
A dugattyun a gyuruket az MVG-9,09193-0809, 
ill. MATRA WL 6-7 (83.09144-6038) szerszam
mal osszeszoritani, es a dugattyut a hajto
ruddal egyutt felulrol behelyezr.i. 

The butt 

should be 
joint of 

joints 
turned 

the 

of the piston ring 
90° to each other. The 
uppermost ring should 

ends 

butt 
lie 

opposite the recess in the combustion chamb-
er. 

On the pi ston the rings should be prestress
e d with the tool MVG-9.09193-0809 or MATRA Wl 
6-7 (83,09144-6038 ) , and the piston should be 
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G/9 

introduced together with the connecting rod. G/10 

HAJTOROD CSAPAGYFEDEL 
CONNECTING ROD BEARING COVER 
A hajtorud csapagyfedel felszerelese alulrol 
tortenik. A ha j torudcsavarokat az eloirt nyo
matekkal meghuzni (lasd: CSAVAROK MEGHUzASI 
NYOMATEKANAK IRANYERTEKEI), 

Csak uj hajtorudcsavarok hasznalhatok fell 
c ~:yul6csavarok). 

Hajtorudcsapagyak elofeszitesere ugyelni 
(lasd a G/7-et is!). 
(1 dugokulcs, kny: 22) 

Connecting r od bearing cap will be mounted 
from below. Tighten down the connecting rod 

bolts with the specified torque (see: INFOR
MATIVE VALUES OF TIGHTENING TORQUES FOR 
SCREWS) . 

M-269 

M_2 "/U 

M-271 

Only r.ew con n e c_d~c!.__b o]:_t s should be employed! (necked down bolts). Care should be taken of 
prestressi ng t he corn~cti ng r od bearings (see also G/7!). (1 socket . wrench, opening: 22) 



A hajt6rudcsapagyak tengelyiranyu jatekat he

zagmer6vel ellen6rizni. 

(1 hezagmer6) 

Check axial play cf connecting rod bearings 

with a feeler gauge. 

(1 feeler gauge) 

A dugattyunak a hajt6rudr61 t6rten6 leszere

leseko~ mindket r6gzit6gyDrOt eltavolitani. 

(1 SeegergyOrD-fog6) 
A dugattyut egy fOt6lapon kezmelegre felmele

giteni es a csapszeget megfelel6 meretO faval 

kinyomni. 

When diassembling the piston from the con

necting rod remove both circlip. 

(1 Seeger-ring pliers) 

Warm up the piston on a heating plate to 
handwarm state, and push the gudgeon pin out 

with a round piece of wood having suitable 

dimensions. 
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DUGATTYO ELOALLAS ELLENORZESE ES BESZABALYOZASA 

CHECKING AND AD,IUSTMENT OF THE PISTON PROJECTION 

Uj dugattyu beszerelese utan a dugattyu el6-

allasat, -a dugattyufenek szelen, - ellen-

6rizni kell az MVG-9,09199-6801, ill, MATRA 
WL l05a (83.09150-5011) jelO berendezessel, 

A merest a dugattyu fels6 holtponti allasanal 

kell elvegezni. 

After having mounted in the new piston , 

projection of the piston - on the outer edge 

of the piston crown - should be checked by 

means of a device MVG-9,09199-6801 or MATRA 

WL l05a (83,09160-6011). Make measurement in 

the top dead centre of the piston, 
G/14 

-' 
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Ha a dugattyu e l oa llas erteke tul nagy, 
(las d : BEALL ITASI ES BESZERELESI UTASITASOK

OUGATTYU) akkor a dugattyufeneket meretre 
kel l eszterga ly ozn i . A megmunkalashoz a du

gattyut az erre a celra keszitett szerszammal 

kell fel f ogni. 
A duga tty ucsapszeget a felfog6 szemen (3) at 

dugni .ugy, hogy a dugat tyucsapszeg a dugaty

tyuban (2) a helyere keruljon. 

A szem menetes vegen a z 

megfeszitjuk . A dugattyut 
kel egyutt az esztergapad 

fogni. 

anyat megfeleloen 

a felfog6keszulek

tokmany aba (1) be-

M-275 

Should pis t on projection exceed the permissible values (see: ADJUSTING AND MOUNTING INSTRUC

TIONS- PISTON), the piston crown should be turned to size. For the machin i ng clamp the piston 

in the l ocally made device. 
Pass the gudgeo n pin through the clamping bolt eye (3) so that the gudgeon pin gets to its 

place in the piston (2). 
On the t hrea ded end of the bolt eye the nut should be suitably tightened down. Clamp the piston 

together with the clamping device in the chuck (1) of a lathe. 

A dugattyufenek enyhen kupos. A mer66rat magneses talppal a keresztszanra helyezni, es az erze
ke lot a dugattyupe remhez allitani.A felso supportot keresztiranyban ugy allitani, hogy az erze

ke lot a dugattyu sze letol a kozepe fele mozgatva (az egest e rig) a mer66ra mutat6ja ne mozduljon 

el . Ezutan a supportot rogziteni. 

A me ret r e esztergalyozas utan a z egester (gombkamra) eleit kisse lekerekiteni. 

Piston crow n i s s l ig htly conical. Place the dial 

s lide , and adju s t gauge on piston edge. Adj ust the 

va lu e "0" all the way from ecge of piston to its 

The slide should then be fastened. 

indicator with magnetic foot upon the cross 

upper slide angularity until gauge shows the 

centre (to edge of the combustion chamber). 

After hav ing turned to si ze round the edges of the combustion , chamber recess (spherical chamb-

er ) . 

DUGATTYO ATMtROJE, JELi:iLESEK 

PISTON DIAMETER. MARKINGS 

A dugattyufeneke n az alabbi jelolesek vannak 

be ut ve : 

Dugatt y u-atmero (nyil fel ul). 

Dugattyu - suly, a dugatt yu csaps zeg , - gyu
r uk es a rogzit6gy uruk nelkul (also nyil). 

A me geng edett sulyelterest mot or-keszleten 

be l ul, komple t t dugattyunal, (ha jt6ruddal 
~JY Ott) 18s d: BEALLITAS I ES BESZERELESI UTA

SITASOI< - DUGATTYU-nal. 

The following markings are punched into the 

top face of t he piston crown: 

Piston diameter (arrow above). 

Piston weight , wit hout gudgeon pin , piston 

rings a nd c ircli ps (arrow below). 

Permitt ed we i g ht devia tion within one engine 

set, wi th a comple te pi ston {together with 

connecting rod), see : ADJUSTING AND MOUNTING 
INSTRUC TIONS - <> lS 'iUN, G/16 

M-276 



A. dugattyu a tm eroje t a dugattyu als6 szeletol 

kb, 20 mm-re, a csapszegtengelyre meroleges 

iranyban merjuk, 

Piston diameter should be measured about 20 

mms from the lower edge of piston, at right 

angles to the axis of the gudgeon pin, 

DUGAIDUGYOROK ES SZERElESOK 

PISTON RINGS. ASSEMBlY 

A dugattyugyuruk elrendezese: 

1, horony kr6mozott gombprofilra h6nolt, 

kettos trapezgyuru 

2, horony kom presszi6gyuru (Minutenring) 

3, horony arras gyuru 

4 . horony olaj lehuz6 gyuru 

A feliratozott dugattyugyuru-oldalnak felfele 

kell neznie, 

Arrangement of piston rings : 

1st groove chromium-plated, spherical hon

ed, trapezoidal 
2nd groove tapered compression ring (Minut

enring) 

3rd groove = comp ression ring with lug 

4th groove = oi l scraper ring 

Piston ring side carrying the inscriptions 

s hould look upwards, 

Dugattyu-gyuruket az MVG-9 ,09197-6801, ill, 

M,A,N Wz/Wm 75610 8 (83,09144-6043) szamu 

gyurufog6val szejjelnyomni es 6vatosan le

emelni. A gyuruk beszerelese elott gyuruhor

nyokat megtisztitani, Tisztitas kozben nem 

szabad se m a horony alapjat, sem a horony 

kulso saroklekerekiteseit megserteni, 

Force ope n and carefully slide off the piston 

rings with ring pliers MVG-9,09197-6801 or 

M,A,N WzjWm 75610 8 (83,09144-6043), Before 

mounti ng the 

cleaned, While 

the rad ius of 

rings the grooves should be 

clean ing nei ther the bottom nor 

the groo ves must be damaged . 
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. .., 
Be l · c?s el6tt a dugattyu-gyDrUket a megfe
le lo r.c !gerfuratba pontosan behelyezni es a 
gyOrOr ~st hezagmer6vel megmerni. 

Before building in the piston rings should 

exactly be placed into the corresponding cy

linder boras, and the ring gap measured with 

a feeler gauge. 

DugattyugyUrU tengelyiranyu jatekat hezagme
r6vel megmerni, ehhez a dugattyugyUrUket a 

dugatt yu megfelelo hornyaiba behelyezni. 

Measure the axial play of the piston rings 

with a feeler gauge, for this purpose place 

the rings into their grooves. 

FOCSAPAGYFEOELEK SZERELESE 

MOUNTING MAIN BEARING COVERS 

A focsapagyfedelek 1-7-ig terjedo szamok kal, 

lendkerekoldalr61 kiindulva, be vannak jelol

ve. Beszerelesnek eb ben a sorrendben kell 

tortennie. A csapagyfedelek en ezenk ivUl a 

forgattyusha~ gyartass za ma is fel van tUntet-

ve. 

The main bearing covers are marked by numbers 

l to 7, st ar t i ng fr om the flywheel side. 

Assembl ing hds t o be perf or me d in this seq u
ence. On the bearing covers the pairing 

number t o t he c !·a nkcac'" is indj.cated to:J. 
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A f6csapdg yfedelek csavarjait kicsavarni ~s a 

csapdgyfedelet leven ni. 

(1 csillagkulcs, kny: 24) 

Un screw the bo lts of the main bear ing covers 

and remove the bearing cover. 
(1 box wrench, opening : 24) 
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FORGATTYOSTENGELY ELLENORZESE. Kl ES BESZERELESE 

CHECKING. REMOVING AND REMOUNTING CRANKSHAFT 

Forg at t yustengely t ko t ~l segi t s~g~vel 6vato

san kiemelni a csapdgyb61. Beszerel~skor a 

f6csapo ka t beolajozni. Teng elyt 6vatosan be 

hely ezni. A vezet6f6csapdqy csapndl az el

lensulyck felfel~ dllj anak. 

Csapdgyfedeleke t fe lrakni ~s a csapdgycsava

ro kat nyoma t~kk ulccsal . az e l 6irt ~ rt.k kel 

(ldsd: CSAVAROK MEGHUzASI NYOMATEKANAK I RANY

ERTEKEI -n~l) meghu z ni. Forgattyustengely 
konnyu elfordithat6sdgdt megv izsgdlni. 

A forgattyustengely tengelyir dnyu jdt6kdt a 

vezet6f6csapdgyndl h~ za gm ~ r 6vel megm~rni 

(ldsd: G/12). 

( 1 dug6kulcs, kny: 24; nyomat~kkulcs; h6zag

m~r6) 

Wi th the aid of a rope carefully lift ou t the 

crankshaft from the bearing. When remounting 

oil the crankshaft journals. Carefully insert 

the shaft. At the thrust bearing journal the 

c ounterweights should be placed upwards. 

Place bearing covers in position and tighten 

do wn the bearing bolts with a torque wrench 

to the specified va lue (see: INFORMATIVE 

VALUES OF SCREW TIGHTENING TORQUE). 

Check the crankshaft for easy running. 

Mea su re with feeler gauge the axial play of 
crankshaft at the thrust bear ing 

G/12) . 
(s ee : 

(1 socke t wrench, opening: 24; torque wrench, 
fe eler gauge) 

M-283 

M-284 
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A forgattyustengely csapokat kopas, kupossag 
es ovalitas szempontjab61 megmerni. Meresi 
eredmenyeket erre a celra keszult tablazatba 
bejegyezni. 
(1 mikrometer) 

Measure crankshaft journals for wear, coni
city and out of round. Record the measured 
values into a table specially prepared for 
this purpose. 
(1 micrometer) 

Amennyiben a forgattyustengely csapokat al
meretre kell koszorulni, akkor a csapokat ke
menysegre megvizsgalni es az ellensulyokat 
leszerelni. 
(1 imbuszkulcs, kny: 12) 

Should the journals be grind down to under
size, check them for hardness and remove the 
counterweights. 
(1 hexagonal key, opening: 12) 

A forgattyustengely csapokat a szallithat6 
almeretes csapagynak megfeleloen kell utanko
szorulni. Ehhez az a labbi helyeken kell a me
reteket figyelembe venni: 
A focsapok atmeroje 
8 focsapok radiusza 
c focsapok szelessege 
D vezetofocsap szelessege 
E vezetoperem feluleti kemenysege 
r forgattyuscsap atmeroje 
G forgattyuscsap radiusza 
H forgattyuscsap szelessege 

Regrind the journals according to the under
size bearing shells. To that the following 
dimensions should be taken into account: 
A diameter of journal 
8 radius of main bearing journal 
C width of main bearing journal 
D width of thrust bearing journal 
E surface hard ness of thrust flange 
F diameter o f conrod journal 
G radius of conrad journa l 
H width of conrad j ournal 

G/25 
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VEZETO FOCSAPAGY ES FOCSAPAGYAK SZERELESE 

MOUNTING OF THRUST BEARING AND MAIN BEARINGS 

A vezeto csapagype r sely t az MVG-9 . 09191-68 01, 

ill. MATRA WL 42 (83, 09143-6003) szamu k ieme

loszerke z ettel a csapagy f 6sze kb61 k i hu z a t h i. 

Withdraw the thrust be a ri ng b us h f rom its 

seat with extractor t ool MVG-9 .09 191-6801 or 

MATRA WL 42 (83.09143-60 03 ) . 

Besze r·el6skor 

a csapagyf6szek 

j 6k. 

a csapagy cs6sze kihajtott orra 

horny a ba huz6san illeszked-

A vezetocsapag yak alm6ret 16pcs6inek 1,0 mm 

tengelyiranyu tulmeretu k va n . Ez e ket a csap

agyakat beszereles e lott a z olda l f eluleteken 

le kell esztergaly oz ni, ug y e lve az egyforma 

peremvastagsagra. 

When mounting in the lug of the bearing shell 

should fit into the groove in the bearing 

seat. All undersize steps of the thrust bear

ings have 1 , 0 mm axial oversize. Before in

stallation these bearings should be t urned on 

their connecting sides, taking care that the 

collar thickness, is the same. 

F6csapagycsesz6ket a csapagyhelyekbol kala

pac snyel vagy k6ralaku fa segits6geve l kie

melni. A csapagycseszek beszerelesenel ugyel

ni kell, hogy az alapfurat tiszta legyen. 

Remove the main bearing shells from the their 

seats with hammer shaft or round piece of 

wood, When assembling the bearing shells ta~e 

care of cleanliness of the seats, 

G/30 
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A focsapagycseszek haromretegu keszcsapagyak, 
utanmunkalni nem szabad , 
Uj allapotban a felulet ezustfenyu, r ovid fu
tasi ido utan kekesszurke, Apr6 karcolasok 
nem birnak jelentoseggel, Kopas szempontjab61 
goly6s mikrometerrel "A" helyen kell megmer
ni. " 8" kulso atmero beepitett allapotban. 
"C" terpes z tett me ret. 

The main bearing shells are tr.reelayer fin i s
hed bearings, they must not be reworked, 
When new, the surface is of a sparkling 
silvery colour wh i ch turns after a short 
running time blue-grey , Ti ny scratches are 
unimportant , From wear it should be measured 
with spherical micrometer at ape x "A". "8 " 

outer diameter in built i n position, "C" 
spring, 

A csapagycseszek paronkent vannak osszesza
mozva es 6sszetartoz6an kell azokat beepite
ni, A jelzo szamoknak beszereleskor a ve zer
les oldal fele kell mutatni (nyil) . 

The bearing shells are numbered i n pairs , the 
pairs should be built in together,The iden 

tification numbers should point to the timing 
gear side when assembling (arrow), 

FOCSAPAGYCS~SZ~K ELOFESZIT~SE 

PRESTRESSING MAIN BEARING SHELLS 

csapagycseszek elofesziteset ellenorizni. 
A focsapagycsavarokat nyomatekkulccsal meg

huzni, Az egyik csavar megoldasa utan a csap
agyfedelre vegzett gumikalapacsu tessel a fe
szultseget feloldani, A csapagyfedel e s csap-
agyhaz kozotti 
(1 hezagmero ; 

kny: 24) 

rest hezagm e rovel megme r ni, 
1 nyomatekkulcs ; 1 dug6 kulcs , 

Check the prestressing of the bearing shells , 
Tighten down the main bearing bolts wit h a 
torque wrench , After having loosened one of 
the bo lts r el i eve the s tress by striking the 
te a ring cap with a rubber hammer. 
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Me asure t he gap between bea ri ng cover and bearing sea t by means of a fe eler gauge, 

(1 feeler gauge; 1 t orque wrench; 1 socket wren ch, ope ning; 24 ) 

M-291 

M-292 
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HENGERPERSELY 

CYLINDER LINER 

A hengerpersely fut6feluletenek 
reflektorral lehet megvizsgalni, 

(a bra szerint) 
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allapot a t 

Condition of cylinder liner surface may be 

checked with a reflector. 
(see: figure) 

A hengerperselyek kopasat furatfinom-meromuszerre l megall apit ani, 

M-294 

A merest harem merosikban kell elvegezni, megped ig a henger fej s i kj ab61 30 , 80 es 160 mm tavol
sagban, Mindegyik sikban radialisan 45°-os sz6gel fo rdulason ke nt ke ll a merest elvegezni. 
A meresi eredmenyeket a merolapra fel kell vez e t ni, 
A beepitett he ngerperselyek szara z ki v itelueK , Pe r e mes per se l yek, 

Establish the wear of cylinder liners with an i nte rnal measuring gaug e . 

Perform measuring in three planes, namely at 30 , 80 an d 160 mm fro m cy li nder hea d sealing f ace , 
in each plane the measurements should be made rad i ally a t 4.5° an gu lar t iming inte r·va l s . 
Record the results of measurement s into a measuring sheet. 
Used are dry cylinder liners, They a re collared lin e r s. 

HENGERPERSELY Kl ES BESZERELESE 

REMOVAL AND REMOUNTING OF CYLINDER LINERS 

A hengerperselyt ugy kell besajtolni, hogy az 
ulesen pontosan felfekudj6n (nyillal jel61-
ve) es a peremes kulso atmerojen ne terhe-
16dj6n, Beepites elott az ulest gondosan meg
tisztitani, A hengerpersely szaraz es zsir
mentes felulettel kerulj6n beepitesre. 
A hengerpersely beepitese utan az elo- , ill. 

visszaallast az MVG-9,09199-6801, ill, MATRA 
WL 105a (83,09160-6011) szerszam segitsegevel 
megmerni, 

Press in the cylinder liner so that it rests 

fully on its seat (arrow), and it should not 
be exposed to bearing stresses at the outer 
diameter of the collar, Before building in the sea t s hould be care f ully c l eaned, 
liner should be built in with dry and greasefree surface . 
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The cylinder 

After having built in the cylinde r liner measure projectio n o r depth with the device MVG

-9,09199-6801 or MATRA WL 105a (83,09160-6011), 

· ~ 

I 



Hengerpersely kiszerelese : 

(Hajt6rud a dugattyukkal kiszerelve, olaj
sz6r6fuv6ka leveve.) 

Nyom6tarcsat (3) a menetes ors6ra helyezni . 
Allvanyt (2) a forgattyushazra felerositeni a 
felfog6 csavarok (5) segitsegevel. Hu z6 rudat 

(4) a kihuzat6 tarcsaval (6) egyDtt a nyom6-

tarcsaba (3) becsavar~i. 
Beszerelt forgattyustengely eseten a megfe
lelo forgattyuscsapot ugy el f orgatni, hogy a 

kihuzat6tarcsat konnyen be lehessen helye z ni. 

A kihu zat6t a rcsanak kozpontosan es s ik ban il

leszkedve kell a hengerperselyen felfe kud

nie. A hengerperselyt ezutan a menetor s6 e s a 

racsnis csavarkulcs s egitsegevel kihuzatni. 

Hengerpersely be s zerele s e: 

- 1.91 -
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A hengerfuratot e s a hengerpe r selyt gondosan megt i s z tit ani. Al l vanyt a nyom6 t arcsaval (3) fe l

szerelni. 

Hengerperselyt besaj tolni. 

Az uj hengerpersely ke s zremunk a lt es rendes korulmenyek koz ott tov~bbi megmunk a las nem szukse

ges. 
Be saj t ola s utan a perse lynek a fo rgat ty ush az f els o sik j aval szintben kell lenn ie , vagy 0,04 m~ 

-ig v i ssza a l ln i a . 

Hengerf uratot meg me r ni es ha nem fe l el meg a z e loi r t e rt ak e knek, akko r a perselyt ut ana ke ll 
h6nolni . 

He nge rpe rse l y ki- , ill. beszerelo keszulek: MVG-9 .09198-6801 , il l. M .A .N Wpl/Wm 30401 (58 .97702-

- 7801 ) 

Di smo unting of cylinder liner: 

(~onnecting r od wit h pistons ha s been di sm ounted, pisto n coo l ing jet remov ed . ) 

Place the pus h di sk (3) on ex tractor spind le. Fa s ten s t and (2) onto crankcase by means of 

fixing bolts (5). Screw in e x tractor spind le (4) t oge ther wi th extrac t or hea d (6) i nto push 

disk (3). 

In case of a crankshaft moun ted in t urn the corre sponding c ran ks haft journal to as to f aci l i
tate introducing the extrac t o r hea d . The e xtra cto r he a d shou ld r est on the cylinder liner 

centred and sea ted in plane . Then withd r aw the cy l inde r l iner by means of the e xt ractor s pindle 
and the ratchet spanner. 

Remounting of cylinder liner: 

Carefully clean the cylinder bore and tne liner. Mount stand t ogether with push disk (3). 

Press in the cylinder line r . 
The new cylinder liner i s a fin i shed one, a nd no rma l l y i t does not need any fu r t he r machining. 

After pressing i n the line r ha s to be l evel with t he upper plane of the crankcase or to st and 

ba ck ma x. 0 , 04 mm. 
Measure the cy l i nd& r liner and i f it doe s not s a tisfy the · speci fied values , i t has to be honed. 

Tool f e r dismounting a nd remo unting the cyli nde r l ine r: MVG-9 .09198-6801 or M. A.N Wpl/Wm 30401 

(58. 97702- 7801) 



OLAJSZORO FUVOKA 

PISTON COOLING JET 

Az olajsz6r6fuv6ka f e le r osit 6 csavarjai nak 

b iztositjsjt oldani, a f ele r6sit6 c s avaroka t 

kicsavarni, ~s a fuv6kdt levenni. 

(1 dug6kulcs, kny: 10; 1 ka l apdcs; 1 vdg6 ) 

Tdmit~s~ biztosit6lemezt c ser~lni. 

Az olajsz6 r 6fuv6kdt bedl l itdskor csak ann y i 

r a szabad elmozditani, amennyit a felerosi 

t6 csavarok furatai mege ng ednek. 

Loose n the locking of the f i xi ng screws of 

the piston cooling jet, unscre w the fix ing 

screws and remove the jet. ( 1 socke t wrench, 

o pening: 1 0; l hammer; l chisel ) 

Re new the gasket and tab washe rs . 

- 1.92 -
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When a d justing the position of the j et should o n l y be turned so far as is allowed by t he bo re s 
i n the mounting sc r ew bracket. 

Sz6r6csdvet elgdrbiteni nem sza bad ! 

Az olajsz6r6fuv6ka tart6jdba szelep van be~

pitve (nyillal jeldlve). Ezt megt isz tita n i ~ s 
ellenorizni szabad. Sz~tszerel~se nem 

g e dett. 

The spray tube must no t be bent! 

meg en-

A shut-off va l ve has been built in t he ho lder 

of the piston cooling jet (arrow).It can o nly 

be cleaned and checked. It mu s t not be di

sassembled. 
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