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Sudy on the technology of laser honing applied in machining
the cylinder bore of engine

Fu Yonghong, Ye Yunxia, Zhang Yongkang, Cai Lan
(Jiangsu Univerdty ,Zhengjiang ,212013)

Abgtract : The surface of cylinder boreistreated by the laser honing to form linearly extending lubricant channelsand
grooves with the predetermined width ,depth ,angle ,shape and gap ,which can be well matched to the needsof lubrication.
It results in not only remarkably improved property of wear-resstance of cylinder and its life an,but d< largdy
decreased HC gection from the internd combustion engine,the consumption of fud oil and lubricant ,the pollution of
cataytic apparatus and the cost of piston.
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Fig.3 Magnified sketch of the inner surface of the cylinder liner after

treated by laser honing
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