
Printed by Jouve, 75001 PARIS (FR)

(19)
EP

3 
91

3 
20

8
A

1
*EP003913208A1*

(11) EP 3 913 208 A1
(12) EUROPEAN PATENT APPLICATION

published in accordance with Art. 153(4) EPC

(43) Date of publication: 
24.11.2021 Bulletin 2021/47

(21) Application number: 20741128.1

(22) Date of filing: 08.01.2020

(51) Int Cl.:
F02F 1/00 (2006.01) F02F 1/10 (2006.01)

F02F 1/18 (2006.01)

(86) International application number: 
PCT/JP2020/000245

(87) International publication number: 
WO 2020/149183 (23.07.2020 Gazette 2020/30)

(84) Designated Contracting States: 
AL AT BE BG CH CY CZ DE DK EE ES FI FR GB 
GR HR HU IE IS IT LI LT LU LV MC MK MT NL NO 
PL PT RO RS SE SI SK SM TR
Designated Extension States: 
BA ME
Designated Validation States: 
KH MA MD TN

(30) Priority: 17.01.2019 JP 2019005731
17.01.2019 JP 2019005737

(71) Applicants:  
• Sumitomo Bakelite Co.Ltd.

Shinagawa-ku
Tokyo 140-0002 (JP)

• Nagoya Electrical Educational Foundation
Nagoya-shi, Aichi 464-8540 (JP)

(72) Inventors:  
• OKASAKA, Shu

Tokyo 140-0002 (JP)
• FUJIMURA, Toshio

Toyota-shi, Aichi 470-0392 (JP)

(74) Representative: Ter Meer Steinmeister & Partner
Patentanwälte mbB 
Nymphenburger Straße 4
80335 München (DE)

(54) ENGINE BLOCK, RESIN BLOCK, AND METHOD FOR MANUFACTURING ENGINE BLOCK

(57) An engine block (10) includes a cylinder liner
(120) and a resin block (200). The cylinder liner (120)
has a metal outer circumferential surface (122). The resin
block (200) includes a first portion (210) and a gap (230) .
The first portion (210) covers the metal outer circumfer-
ential surface (122) of the cylinder liner (120) . The gap
(230) is positioned outside the first portion (210) and de-
fines a water jacket (232).
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Description

TECHNICAL FIELD

[0001] The present invention relates to an engine
block, a resin block, and a method of manufacturing an
engine block.

BACKGROUND ART

[0002] An internal combustion engine of an automobile
has an engine block. The engine block includes a cylinder
liner.
[0003] An example of an engine is disclosed in Non-
Patent Document 1. The engine includes a cylinder liner
and a resin that surrounds the cylinder liner. The cylinder
liner is made of iron. Non-Patent Document 1 discloses
that a cooling loss of the engine is reduced in a case in
which the resin surrounds the cylinder liner as compared
with a case in which aluminum surrounds the cylinder
liner.
[0004] Patent Documents 1 and 2 disclose examples
of an engine block. The engine block includes a cylinder
liner and a block that surrounds the cylinder liner. The
cylinder liner is made of a metal. The block is made of a
resin. A water jacket is formed on the cylinder liner.

RELATED DOCUMENT

PATENT DOCUMENT

[0005]

[Patent Document 1] US Patent Application Publica-
tion No. 2015/0159581
[Patent Document 2] US Patent Application Publica-
tion No. 2015/0159582

NON-PATENT DOCUMENT

[0006] [Non-Patent Document 1] Takahiro Mizuno, Ry-
uki Tsuji, Toshio Fujimura "Fuel Efficiency Prediction of
SI Engine with 1D Simulation" The Japan Society of Me-
chanical Engineers Tokai Branch 65th general assembly,
The Proceedings of Conference (March 17-18, 2016) No.
163-1

SUMMARY OF THE INVENTION

TECHNICAL PROBLEM

(First Aspect)

[0007] As disclosed in Non-Patent Document 1, the
cylinder liner may be surrounded with the resin in order
to reduce the cooling loss. However, the present inven-
tors have found that in a case in which the cylinder liner
is surrounded with the resin, the resin can be damaged

by heat generated from the cylinder liner.
[0008] An example of an object of the first aspect of
the present invention is to reduce damage of the resin
due to the heat generated from the cylinder liner. Another
object of the first aspect of the present invention will be
clarified from the description in the present specification.

(Second Aspect)

[0009] As disclosed in Non-Patent Document 1, the
cylinder liner may be surrounded with the resin in order
to reduce the cooling loss. The present inventors have
studied to realize a manufacturing process for surround-
ing the cylinder liner with the resin at a low cost.
[0010] An example of an object of the second aspect
of the present invention is to realize the manufacturing
process for surrounding the cylinder liner with the resin
at a low cost. Another object of the second aspect of the
present invention will be clarified from the description in
the present specification.

SOLUTION TO PROBLEM

[0011] An example of the first aspect of the present
invention is an engine block including a cylinder liner hav-
ing a metal outer circumferential surface, and a resin
block, in which the resin block includes a first portion that
covers the metal outer circumferential surface of the cyl-
inder liner, and a gap that is positioned outside the first
portion and defines a water jacket.
[0012] Another example of the first aspect of the
present invention is a resin block including a first portion
that covers a metal outer circumferential surface of a cyl-
inder liner of an engine block, and a gap that is positioned
outside the first portion and defines a water jacket.
[0013] Still another example of the first aspect of the
present invention is a method of manufacturing an engine
block, the method including a step of covering a metal
outer circumferential surface of a cylinder liner with a first
portion of a resin block, in which the resin block includes
a gap that is positioned outside the first portion and de-
fines a water jacket.
[0014] An example of the second aspect of the present
invention is a method of manufacturing an engine block,
the method including a step of forming a base block that
has a cylinder liner having a metal outer circumferential
surface, and a metal block surrounding the cylinder liner,
a step of removing the metal block from the base block,
and a step of surrounding the cylinder liner with a resin
block after removing the metal block.

ADVANTAGEOUS EFFECTS OF INVENTION

[0015] According to the first aspect of the present in-
vention, the damage of the resin due to the heat gener-
ated from the cylinder liner can be reduced.
[0016] According to the second aspect of the present
invention, the manufacturing process for surrounding the
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cylinder liner with the resin can be realized at a low cost.

BRIEF DESCRIPTION OF THE DRAWINGS

[0017] The objects described above and other objects,
features and advantages will be further clarified by the
preferred embodiment described below and the accom-
panying drawings below.
[0018]

Fig. 1 is an exploded view of an engine block and a
cylinder head according to an embodiment.
Fig. 2 is a view for describing an example of a method
of manufacturing the engine block shown in Fig. 1.
Fig. 3 is a view for describing an example of the meth-
od of manufacturing the engine block shown in Fig. 1.
Fig. 4 is a view for describing an example of the meth-
od of manufacturing the engine block shown in Fig. 1.
Fig. 5 is a view for describing an example of the meth-
od of manufacturing the engine block shown in Fig. 1.
Fig. 6 is a cross-sectional view for describing a de-
tailed example of a cylinder liner.

DESCRIPTION OF EMBODIMENTS

[0019] Hereinafter, an embodiment of the present in-
vention will be described with reference to the drawings.
In all drawings, similar components are designated by
the same reference numerals, and description thereof
will not be repeated.
[0020] Fig. 1 is an exploded view of an engine block
10 and a cylinder head 20 according to an embodiment.
[0021] With reference to Fig. 1, an outline of the engine
block 10 will be described. The engine block 10 includes
a cylinder liner 120 and a resin block 200. The cylinder
liner 120 has a metal outer circumferential surface 122.
The resin block 200 includes a first portion 210 and a gap
230. The first portion 210 covers the metal outer circum-
ferential surface 122 of the cylinder liner 120. The gap
230 is positioned outside the first portion 210 and defines
a water jacket 232.
[0022] According to the configuration described above,
the damage of the resin block 200 due to heat generated
from the cylinder liner 120 can be reduced. Specifically,
in the configuration described above, the first portion 210
of the resin block 200 is surrounded with the water jacket
232. Therefore, the thermal damage of the first portion
210 of the resin block 200 can be reduced by a refrigerant
(for example, water) which flows through the water jacket
232.
[0023] With reference to Fig. 1, the details of the engine
block 10 will be described.
[0024] The engine block 10 includes a block member
110, the cylinder liner 120, a protrusion 130, and the resin
block 200.
[0025] The block member 110 is made of a metal (for
example, cast iron, an aluminum alloy or a magnesium
alloy). In the example shown in Fig. 1, the block member

110 functions as a base that supports the resin block 200.
[0026] The cylinder liner 120 is attached to the block
member 110. The cylinder liner 120 may be integrated
with the block member 110, or may be attachable to and
detachable from the block member 110.
[0027] The cylinder liner 120 is made of a metal (for
example, iron or aluminum). The cylinder liner 120 has
an outer circumferential surface made of a metal (that is,
the metal outer circumferential surface 122).
[0028] The protrusion 130 protrudes from the block
member 110 toward the cylinder head 20 (that is, above
the engine block 10). The protrusion 130 has an opening
132. A fixing tool 22 can be inserted into the opening 132.
The fixing tool 22 fixes the cylinder head 20 to the engine
block 10. As the fixing tool 22, for example, a bolt can be
used.
[0029] The resin block 200 includes the first portion
210, a second portion 220, and the gap 230. The second
portion 220 is positioned outside the gap 230. The gap
230 is positioned between the first portion 210 and the
second portion 220. The first portion 210 and the second
portion 220 are integrated with each other.
[0030] The first portion 210 of the resin block 200 may
be attached to the metal outer circumferential surface
122 of the cylinder liner 120 through an adhesive (for
example, an adhesive 300 which will be described below
with reference to Fig. 4). The adhesive is positioned be-
tween the first portion 210 of the resin block 200 and the
metal outer circumferential surface 122 of the cylinder
liner 120, and bonds the first portion 210 of the resin block
200 and the metal outer circumferential surface 122 of
the cylinder liner 120 to each other. The adhesive may
function as a stress relaxing layer.
[0031] The first portion 210 of the resin block 200 may
be integrally bonded to the metal outer circumferential
surface 122 of the cylinder liner 120 without the adhesive
(for example, the adhesive 300 which will be described
below with reference to Fig. 4). In this case, a direct bond
between the resin (resin block 200) and the metal (cyl-
inder liner 120) is formed at an interface between the first
portion 210 of the resin block 200 and the metal outer
circumferential surface 122 of the cylinder liner 120.
[0032] The resin block 200 has an upper surface 202.
The upper surface 202 has a groove that forms the gap
230 and is exposed from the block member 110. In such
a structure, the thermal damage of the resin block 200
at an upper end of the cylinder liner 120 and the vicinity
thereof can be particularly reduced. Therefore, the struc-
ture described above is particularly meaningful in a case
in which the temperature of the cylinder liner 120 rises
particularly at the upper end of the cylinder liner 120 and
the vicinity thereof. Further, in the structure described
above, the gap 230 can be formed after attaching the
resin block 200 to the cylinder liner 120 as well as before
attaching the resin block 200 to the cylinder liner 120. As
a result, a degree of freedom of a process for forming
the gap 230 can be increased.
[0033] The gap 230 may not be exposed from the upper
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surface 202 of the resin block 200, or may be present
inside the resin block 200. Even in this case, the thermal
damage of the first portion 210 of the resin block 200 can
be reduced by the refrigerant which flows through the
water jacket 232.
[0034] The second portion 220 has an opening 222.
The resin block 200 is positioned such that the protrusion
130 penetrates the opening 222 of the second portion
220. The protrusion 130 can function as a guide that at-
taches the resin block 200 to the block member 110.
[0035] The first portion 210 and the second portion 220
of the resin block 200 contain a cured product of a ther-
mosetting resin. Stated another way, the resin block 200
is made of the thermosetting resin. The resin block 200
may further contain an inorganic filler (for example, a
glass fiber) . The resin block 200 may contain, for exam-
ple, 50% by weight or more of the inorganic filler with
respect to a total weight of the resin block 200.
[0036] As the thermosetting resin that forms the resin
block 200, for example, a phenol resin can be used.
[0037] A thermal conductivity of the thermosetting res-
in that forms the resin block 200 can be made low, for
example, can be 1.00 W/m·K or less. The thermal con-
ductivity is low, so that a cooling loss of the engine block
10 can be reduced.
[0038] A density of the thermosetting resin that forms
the resin block 200 can be made small, for example, can
be 2.2 g/cm3 or less. The density is small, so that a weight
of the engine block 10 can be reduced.
[0039] A glass transition point of the thermosetting res-
in that forms the resin block 200 can be made high, for
example, can be 160°C or higher, and preferably 200°C
or higher. The glass transition point is high, so that the
engine block 10 can be used at a high temperature.
[0040] A linear expansion coefficient of the thermoset-
ting resin that forms the resin block 200 can be made
equal to or approximate to a linear expansion coefficient
of the metal that forms the metal outer circumferential
surface 122 of the cylinder liner 120. For example, a ma-
chine direction (MD) linear expansion coefficient of the
thermosetting resin that forms the resin block 200 may
be 75% or more and 125% or less of a MD linear expan-
sion coefficient of the metal that forms the cylinder liner
120, and a transverse direction (TD) linear expansion
coefficient of the thermosetting resin that forms the resin
block 200 may be 75% or more and 125% or less of a
TD linear expansion coefficient of the metal that forms
the cylinder liner 120. The linear expansion coefficient of
the thermosetting resin that forms the resin block 200
and the linear expansion coefficient of the metal that
forms the cylinder liner 120 are made equal to or approx-
imate to each other, so that the stress from the cylinder
liner 120 to the resin block 200 in a case in which both
the cylinder liner 120 and the resin block 200 are heated
can be relaxed.
[0041] Each of the MD linear expansion coefficient of
the thermosetting resin that forms the resin block 200
and the MD linear expansion coefficient of the metal that

forms the cylinder liner 120 can be, for example, 10 ppm
or more and 40 ppm or less.
[0042] Each of the TD linear expansion coefficient of
the thermosetting resin that forms the resin block 200
and the TD linear expansion coefficient of the metal that
forms the cylinder liner 120 can be, for example, 10 ppm
or more and 40 ppm or less.
[0043] Figs. 2 to 5 are views for describing examples
of a method of manufacturing the engine block 10 shown
in Fig. 1.
[0044] With reference to Figs. 2, 3 and 5, an outline of
the example of the method of manufacturing the engine
block 10 will be described. First, a base block 100 is
formed, as shown in Fig. 2. The base block 100 has the
cylinder liner 120 and a metal block 140. The cylinder
liner 120 has the metal outer circumferential surface 122.
The metal block 140 surrounds the cylinder liner 120.
Next, the metal block 140 is removed from the base block
100, as shown in Fig. 3. Then, the cylinder liner 120 is
surrounded with the resin block 200, as shown in Fig. 5.
[0045] According to the process described above, a
manufacturing process for surrounding the cylinder liner
120 with the resin block 200 can be realized at a low cost.
Specifically, in the process described above, the base
block 100 including the metal block 140 can be formed
by using existing equipment for forming an existing en-
gine block (for example, a mold used for casting to form
an existing engine block) . That is, it is not necessary to
provide new equipment for forming the base block 100
from which the metal block 140 is removed. Therefore,
the manufacturing process for surrounding the cylinder
liner 120 with the resin block 200 can be realized at a
low cost.
[0046] With reference to Figs. 2 to 5, the details of the
example of the method of manufacturing the engine block
10 will be described.
[0047] First, the base block 100 is formed, as shown
in Fig. 2. The base block 100 has the block member 110,
the cylinder liner 120, and the metal block 140. The block
member 110, the cylinder liner 120, and the metal block
140 are each made of a metal. Particularly, the metal
block 140 is made of, for example, cast iron, an aluminum
alloy or a magnesium alloy.
[0048] The base block 100 has a gap 150 between the
cylinder liner 120 and the metal block 140. The gap 150
defines a water jacket 152. The base block 100 can be
formed by using existing equipment for forming an exist-
ing engine block (that is, the engine block having the
water jacket 152). In the example, the base block 100
can be formed by casting, more specifically, die casting.
In this example, as the mold used for die casting, the
mold for forming the existing engine block can be used.
[0049] The base block 100 further has the opening 132.
As described with reference to Fig. 1, the fixing tool 22
(Fig. 1) can be inserted into the opening 132. The base
block 100 includes a portion that forms the protrusion
130 shown in Fig. 3. This portion forms the protrusion
130 in a step shown in Fig. 3 (step of removing the metal
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block 140).
[0050] Next, the metal block 140 is removed from the
base block 100, as shown in Fig. 3. In the example shown
in Fig. 3, the metal block 140 is removed such that the
protrusion 130 is formed and the opening 132 remains.
[0051] Next, the adhesive 300 is formed on the metal
outer circumferential surface 122 of the cylinder liner 120,
as shown in Fig. 4. The adhesive 300 may also be formed
on an outer circumferential surface of the protrusion 130,
as shown in Fig. 4.
[0052] Then, the cylinder liner 120 is surrounded with
the resin block 200, as shown in Fig. 5. The resin block
200 is attached such that the protrusion 130 penetrates
the opening 222 of the resin block 200. The first portion
210 of the resin block 200 and the metal outer circum-
ferential surface 122 of the cylinder liner 120 are bonded
to each other through the adhesive 300 (Fig. 4), and an
inner surface of the opening 222 of the resin block 200
and the outer circumferential surface of the protrusion
130 are bonded to each other through the adhesive 300
(Fig. 4).
[0053] The adhesive 300 (Fig. 4) may not be formed.
In a case in which the adhesive 300 is not formed, the
first portion 210 of the resin block 200 may be integrally
bonded to the metal outer circumferential surface 122 of
the cylinder liner 120 without the adhesive (for example,
the adhesive 300 (Fig. 4)).
[0054] In the example shown in Fig. 5, the resin block
200 includes the first portion 210, the second portion 220,
and the gap 230. The gap 230 defines the water jacket
232. The gap 230 may be formed before surrounding the
cylinder liner 120 with the resin block 200, or may be
formed after surrounding the cylinder liner 120 with the
resin block 200.
[0055] The method of manufacturing the engine block
10 is not limited to the examples shown in Figs. 2 to 5.
The engine block 10 may be manufactured as in the fol-
lowing examples.
[0056] First, the blocks (block member 110, cylinder
liner 120, and protrusion 130) shown in Fig. 3 may be
formed without forming the base block 100 shown in Fig.
2. The blocks shown in Fig. 3 can be formed by casting,
more specifically, die casting. In this example, the mold
used for die casting has a shape along the blocks shown
in Fig. 3.
[0057] Second, the engine block 10 may be manufac-
tured by insert molding. In this example, the blocks (block
member 110, cylinder liner 120, and protrusion 130)
shown in Fig. 3 are disposed in the mold, and the resin
that forms the resin block 200 is supplied into the mold.
According to this example, the resin block 200 can be
directly bonded to the cylinder liner 120 without the ad-
hesive 300 shown in Fig. 4.
[0058] Fig. 6 is a cross-sectional view for describing a
detailed example of the cylinder liner 120. Fig. 6 shows
a cross section perpendicular to a height of the cylinder
liner 120 (vertical direction in Fig. 1).
[0059] The cylinder liner 120 includes an iron layer

120a and an aluminum layer 120b. The iron layer 120a
forms an inner circumferential surface of the cylinder liner
120. The iron layer 120a contains at least one of iron and
ferroalloy. The aluminum layer 120b is positioned outside
the iron layer 120a and forms the metal outer circumfer-
ential surface 122. The aluminum layer 120b contains at
least one of aluminum and an aluminum alloy.
[0060] A surface roughness Ra (arithmetic average
roughness) of the metal outer circumferential surface 122
of the cylinder liner 120 can be, for example, 0.2 mm or
more and 3.0 mm or less.
[0061] The metal outer circumferential surface 122 of
the cylinder liner 120 may not have a protruding portion
having a point angle of less than 90°. Such a protruding
portion can be a concentrated portion of the thermal
stress of the cylinder liner 120 and the resin block 200,
and can cause cracks in the resin block 200. In a case
in which such a protruding portion is not provided, cracks
in the resin block 200 can be reduced.
[0062] The embodiment of the present invention have
been described above with reference to the drawings,
but it is an example of the present invention, and various
configurations other than the above can be adopted.
[0063] This application claims priority based on Japa-
nese application Japanese Patent Application No.
2019-005731 filed on January 17, 2019 and Japanese
application Japanese Patent Application No.
2019-005737 filed on January 17, 2019, all of its disclo-
sures are incorporated herein.

Claims

1. An engine block comprising:

a cylinder liner having a metal outer circumfer-
ential surface; and
a resin block,
wherein the resin block includes a first portion
that covers the metal outer circumferential sur-
face of the cylinder liner, and a gap that is posi-
tioned outside the first portion and defines a wa-
ter jacket.

2. The engine block according to claim 1,

wherein the resin block has an upper surface,
and
the upper surface of the resin block has a groove
that forms the gap.

3. The engine block according to claim 1 or 2, further
comprising:

a protrusion having an opening into which a fix-
ing tool to fix a cylinder head to the engine block
is insertable,
wherein the resin block further includes a sec-
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ond portion that is positioned outside the gap
and has an opening, and
the resin block is positioned such that the pro-
trusion penetrates the opening of the second
portion.

4. The engine block according to any one of claims 1
to 3, further comprising:

an adhesive that is positioned between the first
portion of the resin block and the metal outer
circumferential surface of the cylinder liner.

5. The engine block according to any one of claims 1
to 3,
wherein the first portion of the resin block is integrally
bonded to the metal outer circumferential surface of
the cylinder liner.

6. The engine block according to any one of claims 1
to 5,
wherein a thermal conductivity of a thermosetting
resin that forms the first portion of the resin block is
1.00 W/m·K or less.

7. The engine block according to any one of claims 1
to 6,

wherein a machine direction (MD) linear expan-
sion coefficient of a thermosetting resin that
forms the first portion of the resin block is 75%
or more and 125% or less of a MD linear expan-
sion coefficient of a metal that forms the metal
outer circumferential surface, and
a transverse direction (TD) linear expansion co-
efficient of the thermosetting resin that forms the
first portion of the resin block is 75% or more
and 125% or less of a TD linear expansion co-
efficient of the metal that forms the metal outer
circumferential surface.

8. The engine block according to any one of claims 1
to 7,
wherein a density of a thermosetting resin that forms
the first portion of the resin block is 2.2 g/cm3 or less.

9. The engine block according to any one of claims 1
to 8,
wherein a glass transition point of a thermosetting
resin that forms the first portion of the resin block is
160°C or higher.

10. The engine block according to any one of claims 1
to 9,
wherein a thermosetting resin that forms the first por-
tion of the resin block is a phenol resin.

11. The engine block according to any one of claims 1

to 10,
wherein the resin block contains 50% by weight or
more of an inorganic filler with respect to a total
weight of the resin block.

12. The engine block according to any one of claims 1
to 11,
wherein the cylinder liner includes an iron layer, and
an aluminum layer that is positioned outside the iron
layer and forms the metal outer circumferential sur-
face.

13. The engine block according to any one of claims 1
to 12,
wherein a surface roughness Ra of the metal outer
circumferential surface of the cylinder liner is 0.2 mm
or more and 3.0 mm or less.

14. The engine block according to any one of claims 1
to 13,
wherein the metal outer circumferential surface of
the cylinder liner does not have a protruding portion
having a point angle of less than 90°.

15. A resin block comprising:

a first portion to cover a metal outer circumfer-
ential surface of a cylinder liner of an engine
block; and
a gap that is positioned outside the first portion
and defines a water jacket.

16. A method of manufacturing an engine block, the
method comprising:

a step of covering a metal outer circumferential
surface of a cylinder liner with a first portion of
a resin block,
wherein the resin block includes a gap that is
positioned outside the first portion and defines
a water jacket.

17. A method of manufacturing an engine block, the
method comprising:

a step of forming a base block that has a cylinder
liner having a metal outer circumferential sur-
face, and a metal block surrounding the cylinder
liner;
a step of removing the metal block from the base
block; and
a step of surrounding the cylinder liner with a
resin block after removing the metal block.

18. The method of manufacturing an engine block ac-
cording to claim 17,
wherein the step of forming the base block includes
a step of defining a water jacket between the cylinder
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liner and the metal block.

19. The method of manufacturing an engine block ac-
cording to claim 17 or 18,

wherein the base block in the step of forming
the base block further has an opening into which
a fixing tool to fix a cylinder head to the engine
block is insertable, and
the step of removing the metal block from the
base block leaves the opening.

20. The method of manufacturing an engine block ac-
cording to claim 19,

wherein the step of removing the metal block
from the base block forms a protrusion having
the opening, and
the step of surrounding the cylinder liner with
the resin block includes a step of causing the
protrusion to penetrate an opening of the resin
block.

21. The method of manufacturing an engine block ac-
cording to any one of claims 17 to 20, the method
further comprising:
a step of forming an adhesive over the metal outer
circumferential surface of the cylinder liner after re-
moving the metal block from the base block and be-
fore surrounding the cylinder liner with the resin
block.

22. The method of manufacturing an engine block ac-
cording to any one of claims 17 to 20,
wherein the step of surrounding the cylinder liner with
the resin block includes a step of disposing the base
block from which the metal block is removed in a
mold and supplying a resin that forms the resin block
into the mold.
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