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This edition of technical letter is closing the subject concerning engine
assembly. The subjects concern crankcase and cylinder head assembly

procedure. This document is illustrated with pictures and extracts of
service manual.
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1. Introduction

Following previous Technical Letter concerning piston fitting, it is time to describe
final crankcase assembly.

This operation should follow the procedure described here after. As this document
Is a quick overview of crankcase assembly, for additional information, |
recommend tuners to complete informationwithi Ser vi ce .Manual 0

The pictures and extracts of NnService Manua
procedure is similar for R6. Tuner have to
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Motorcycle Kit Parts Support 2 . B aS I C tO O I S

YEC propose two specific tools for cylinder head work. The first one is a stand for valves,
springs and valve lifters. The second one is the cylinder head removing valve lever.
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parts.
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3. Spanner equipment

The spanners required for crankcase and cylinder head assembly are :

C Torgue wrench
C Angle wrench
C Magnet

C Lapping tool

Lapping tool
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4 . Tightening crankcase

4.17 Big end metal choice Before closing crankcase, metal bearing
should be defined. The procedure for
crankcase and balancer shaft (14B) is
described here after:

E[]:I Metal bearing size are determined by the
following formula:

\] crankcase = \] cranskaft web — B earing

Color

Example:

J1 crankcase 5)-J1 crankshaftweb (2) = 5 — 2 = 3 =Bro

Bearing Color code
0.White
1.Blue
2.Black
3.Brown
4.Green
5.Yellow
6.Pink
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4.217 Crankcase bolts torque

N[5 Nm (0.5 m - kaf, 3.6 ft - Ibf)| |2/ 18 Nm (1.8 m - kgt, 13 ft- Ibf) + 60 °|

[8 Nm (0.8 m - kgf, 5.8 ft - Ibf)

[%]12 Nm (1.2 m - kgf, 8.7 ft - Ibf)|
& '@ [/ 10 Nm (1.0 m - kgf, 7.2 ft - Ibf)|

Extract from Service Manual 14B - 2009

2 ‘.I\"'-. )
B"%@
[5/8 Nm (0.8 m - kgf, 5.8 ft - Ib)]

|10 Nm (1.0 m - kgf, 7.2 ft - Ibf)|

[%2 80 Nm (8.0 m - kgt, 58 tt - Ibf)
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:az; t; s 4.371 Crankcase bolts sequence

Bolt sequence for tightening
crankcase. Bolt number is marked on

27 o128 :
C - crankcase casting.

1 to 10 : those bolts are located

on each side of crankshaft. There

are conditionning crankcase

location.

1. Positionning torque 3N.m*

2. Loose bolts

3. Retighten to specific torque
1.8N.m*

4. Additionnal tightening angle +
60A

11 to 40 : those lighter bolts
insure crankcase sealing

Once the crankcase is tighten fit the other covers.

* Torque value are corresponding to 14B engine - 2009



2. Positioning
torque 3. Loosing

4. Final

™ ‘ torque
\170 :"!"i

-~

5. Additional
angle torque
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5 . Valve installation

Before installing valve in the
cylinder head, it is necessary to
control valve to valve seat sealing.

This control may be conducted
either with vacum pump or with
blueing dye (Dykem) on valve
contact face.

To improve valve sealing ,valve
seat and valve face should be
lapped. Meanwhile, this lapping
should be very light due to valve
material (titanium). In case of
strong lapping, replace lapped
valve with new one.

— —
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Valves, springs, retainers,
washers and lifter may be
placed on the stand

g
N
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The lever make valve fitting
easier. Valve spring is
compressed gently in order to
put cotter valve in correct
position.

A magnet may be
used to remove e

cotter valve ,;i
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6 . Cylinder Head fitting

Once the valves fit into the cylinder head and the cylinder head gasket chosen
from the method described in TL n/8, it is time to close the engine.




