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                      Aluminum HONDA Block – Technical Notes 
 
 
Deck Height  ……………………………… 212mm / 8.346"    STD B-16 / B-18 
       226mm / 8.898" STD B-20 
 
Bores   ……………………………… 81.5mm (3.209") = 81.23mm unfinished 
       84.5mm (3.327") = 83.31mm unfinished 
 
Main Bearing Journal Size …………………….. 55mm / 2.165" 
Main Bearing Bore Size …………………….. 59mm / 2.3228" – 2.3238") 
Material ………………………………………. C355-T61 Virgin aerospace aluminum 
Weight  ………………………………………. 67 lb 
 

Maximum bore ………………………………  85mm / 3.346" 
Maximum recommended stroke      ……………….. 95mm / 3.740" 
Deck thickness, min.  ……………………… 16mm / .675" 
Bore Centers  ………………………………  90mm / 3.5433     Stock Honda 
 
Sleeve O.D.  ……………………………… 87.63mm / 3.450" 
Oversize O.D. available …………………….. +.010" &   +.020" 
Sleeve thickness ……………………………… 81.5mm bore  =  3.065mm  /  .120"            
       84.5mm bore = 1.565mm / .062" 
 

Sleeve Length ……………………………… 212mm deck  =  114mm  /  4.500" 
       226mm deck = 128mm/ 5.050" 
Sleeve press ……………………………… .0005" - .001" 
  
Torque Specs – Main caps 1 – 5 7/16" bolts   =   65 ft lbs 
   
This block fits V-Tec and non V-Tec engines. 
Has an internal oil passage for V-Tec engines. 
Provision for piston oilers is provided. 
Main caps are billet steel. 
Increased water capacity for better cooling. 
 
Standard Honda B-16 & B-18 timing belt, timing cover, etc can be used on the 212mm deck. 
On the 226mm deck block a longer belt is needed. Use a Cloyes# B-294 or Gates# T-294 on a GSR VTEC 
water pump. We recommend the 22T pulley but a 19T will work.  
Stock belt tensioner is used.  Spring anchor is provided. 
 
Stock oil pump & pickup, oil filter and oil pan can be used.  
Oil dipstick tube is provided. Use with an indicator from a GSR Integra. 
Blocks accept stock accessories (water pump, alternator, power steering pump and AC compressor). 
 
Actual deck height will be .001" - .005" taller for additional machining requirements. 
When initially removing main caps, the caps and block should be deburred before reinstalling. This will 
insure that correct main size is maintained. 
 
3/4" Pipe Plugs are provided. The two aluminum plugs should be installed in the front & rear of the oil 
galley. Two steel plugs are used in the oil drain backs on the left side & one in the water jacket hole on the 
right side. Use a high quality sealer on these plugs. Numerous engine builders have had excellent results 
using Permatex Aviation Form-A-Gasket No. 3 Sealant. 
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SEATING THE SLEEVES:    
Before honing sleeves or decking block you MUST install a torque plate using a head gasket.  This will 
assure the sleeves are seated in the block. The sleeves should be above the deck .002" when new and .000" 
- .002" above when used. After block has been decked it should be at 0.000".  
 
HEAD GASKET APPLICATION:  Correct head gaskets for the DART block are listed below:  
 

Bore diameter  Cometic # 
81.5mm   C4232 
82mm    C4168 
83mm    C4189 
84.5mm   H1340SP1030 
85mm    C4182 
 

These are all .030" thick. 
 

HEAD INSTALLATION: 
When using one of the above head gaskets, sometimes the embossed portion of the gasket at the oil return 
areas may hang outside the deck of the block. If this occurs use a small amount of silicone only at this 
area to insure it will not leak.   SEE BELOW  
 

 
 
MAIN BEARINGS: 
We recommend the use of Honda main bearings because they are select fit bearings resulting in more 
accurate bearing clearance. They are color coded including the thrust bearings. The thrust bearings need 
to be fit according to the Honda manual. Serious problems can arise if not done correctly.  

 
PISTON OILERS:  
The block will accommodate stock piston oilers if desired. If not, you need to tap these holes with a 1/8" 
pipe tap and plug them with 1/8" pipe plugs. 
 
 
SPECIAL NOTE:  with a multitude of crankshaft, rod & piston combinations available it is very 
important to check clearance of all moving parts, especially crankshaft counter weight and connecting 
rod to block. Because the cylinder barrels have been extended for more piston skirt support with stroker 
kits you may have to clearance the bottom of the bores for rod clearance. All parts must be checked 
before any type of machining or assembly is attempted. 
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INSPECTION 

 

Upon receiving this block it should be thoroughly inspected for shipping damage. 
 

Prior to machining and assembly please inspect the following items: 
Cylinder bores - Oil passages - Deck surfaces - All threads 

 
MEASURING & MACHINING 

 
�  All initial measuring should be done before any machining has begun. 

 
�  Decks are CNC machined to standard deck heights. If you need a particular deck 

height always measure before machining. 
 

�  Main journals are finish line honed to the low to middle of the specification. They 
should be measured for your preference. If you have need for a different diameter 
you must realign hone this yourself.    

 
�  Crankshaft & rod clearance should always be checked before any machining is 

started. You need .060" clearance for rotating counterweights and rods.  
 

�  Due to variations in OD dimensions of the numerous lifter manufacturers, lifter 
bores are finish honed on the tight side of the tolerance to leave room for lifters 
that are larger than the standard. 

 
WASHING 
 

�  Final washing should be very thorough, paying particular attention to all oil 
galleys.  Use hot soapy water and rinse with hot water first, followed by cold 
water which helps reduces rust.  

 
 

 
 

�����������
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Dart Honda Block Sleeve Installation and Removal Procedure 
 
1.) Check cylinder bore concentricity and deburr bottom of sleeve for removal.  
 
 2.) Install short length bolts with washers in 1 or 2 bolt hole locations around each sleeve that will not 
be removed. This will prevent the sleeves from falling out when the block is flipped over. 
  
3.) Heat the block in an oven at 300°F (148.889°C) for approximately 30 - 45 min. (STOP!  When 
removing block from oven use caution! The block will be extremely hot and could burn you! )  
  
4.) Push / Drive out damaged sleeve(s) with sleeve driver from bottom side up towards the deck 
surface. (Note: If the cylinder measured out of round in (Step 1) and will not drive out the sleeve will 
have to be bored out due to distortion.)  
 
 5.) When the block cools check sleeve bore concentricity and I.D measurement. The standard sleeve 
O.D should measure 3.450"(87.63mm) O.D making the block sleeve bore 3.4485"(87.52mm) I.D to 
maintain the required .0015" (.0381mm) press fit for the entire sleeve surface area. If this interference 
fit is not possible due to damage or the bore being out of round you will need to overbore the block and 
install a + .010, +.020 or +.030 O/S sleeve depending on how far the block needs to go for clean up. 
When installing an oversized sleeve the press fit specification will stay the same as above at .0015" 
(.0381mm) total interference.   
  
6.) When the block has been sized for the required sleeve re-heat block as specified in step # 3 and 
push the sleeve in from the deck side down. Make sure the sleeve is clocked correct so that the 
interlocking flats on the sleeve will line up with the adjacent sleeves on either side.  
  
7.) Remove all small retaining bolts that were used to hold in the non removed sleeves and use a torque 
plate to seat all sleeve(s) in the sleeve bores.  
  
8.) Measure sleeve to deck height and mill according to your engine building specs. Most engine 
builders run the sleeve height anywhere from .000" - .002 (0.00mm - .0508mm) above the deck for 
proper gasket sealing.  
 
 
 If you have any questions please contact our technical department at 1-248-362-1188 and we can 
assist you with the R&R procedure if needed.  
 
Dart Machinery, Ltd  
353 Oliver St.  
Troy, MI 48084 
1-248-362-1188 
1-248-362-2027 
 
 


