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Albert attends the Maleny High School  

pre-formal photo session at Happy Valley 

Park, Caloundra with Bella and Madison 
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Editorial 

It was one of those special occasions that you 

remember for your whole life. Pictured on the 

front page is Bella and Madison who have just 

graduated from High School. They  invited Al-

bert to share the High School formal with them. 

He was very pleased to be chosen for the 

event. 

Thank you to Ken Lonie who permitted 

the reprint of an article about Florence.  

The Aluminum bronze material as an in-

teresting alternative to white metal for the 

mains in the Mk 3 engine currently with 

machinists. Thank you also to Trevor and 

Matthew who contributed the story and 

pictures about the November outing.  

The size of Torquetube reflects the time of 

year, COVID-19 restrictions and building a new 

home for the Rileys at  the Treehaven retire-

ment home (see page 14).  

Below: Trevor Taylor’s RMB on a visit to the 

Shorncliffe beach for fish and chips 

The Editor appreciates receiving articles by the 21st of the month 
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Annual membership fees 
  

The Annual membership fees become due on 1 January 2021 

  

The annual membership fees are $50 for members and $15 for              associate 

members. 

  

If you joined after 1st October 2020, you are financial until 31st         December 

2021 and no payment is required. Similarly, if you paid fees in advance to help fi-

nance our new clubhouse, your membership       extends to your selected term.  

  

You may pay in cash or by cheque in person to the treasurer at the AGM, or by 

direct deposit to: Riley Motor club, Queensland Inc,       Bendigo Bank: BSB 

633000, Account: 156635229 

  

Membership entitles you to access spare parts and provides legal   currency for 

the concession of your Riley (s). 

  

Important: Direct depositors please include your name and membership number 

in the deposit details and mail or e-mail the treasurer to advise. If you do not do 

this the 2021 treasurer will be unable to advise the depositor and cannot issue a 

receipt or membership card. 

QRMC treasurer: Rod Longdon  

67 Tom Schmidt Court 

MT SAMSON  QLD 4520 

Longdens7@bigpond.com 
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On Sunday the 15th November 2020 a group 

of 18 club members with family and friends en-

joyed a great outing to Shorncliffe for Fish and 

Chips by the ocean.  

Above: Chris Reynold’s RMD 

Wonderful weather with a nice sea breeze and 

great seafood made for an excellent outing.  

Above: Bill White’s MG 

A mixture of Rileys, MGs, a Chevrolet, and 

others were quite a crowd pleaser on the wa-

terfront.  

Above: The Chevrolet and below a Riley 

Falcon with sunglasses for the bright sunlit 

day 

Club Run to Shorncliffe for fish and chips by Trevor Taylor.  

Photos by Matthew French 
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December activities 

Tuesday Morning 1st: Riley Tinkerers at the 

Clubhouse, Samford. Restoration activities, 

friendship and technical advice. BYO lunch 

and drinks. Tea and coffee provided. 

 

Sunday 6th: The breakfast run is to the Pit 
Stop cafe on Mt Mee. Leaving Samford at 
0815 routing through Dayboro to be at the cafe 
for about 0930. Join us enroute or go direct. 
Wonderful views and great food. 
Trevor. 0407 717 853. 

Tuesday 8th 11 AM: Monthly Meeting of 

the RMCQ at the Riley Clubhouse, 38 

Showgrounds Drive, Highvale 4520, Sam-

ford Show Grounds.  The meeting will be 

followed by a club sponsored (free) sau-

sage sizzle. 

Sunday 13th: Christmas lunch at the Petrie 
Markets:   Meet from 12 midday for a 12.30-
1.00 lunch or attend the markets earlier. 

Christmas lunch shall be at the Old Petrie 
Town. 
Alternate drop Grilled Fish, hollandaise sauce, 
creamy mash, mixed vegetables or chips and 
salad and Chicken Schnitzel with chips and 
salad. Dessert alternate drop Warm sticky date 
pudding, caramel sauce, ice-cream and New 
York baked creamy cheesecake, dairy cream, 
strawberry. There shall be a tea and coffee 
station. $25 per person. 
 
 
Tuesday Morning 15th: Riley Tinkerers at the 

Clubhouse, Samford. Restoration activities, 

friendship and technical advice. BYO lunch 

and drinks. Tea and coffee provided. 

 

Tuesday Morning 22nd: Riley Tinkerers at 

the Clubhouse, Samford. Restoration activi-

ties, friendship and technical advice. BYO 

lunch and drinks. Tea and coffee provided. 

 

From the Henderson family archives: This photo was retrieved 
from Uncle Charlie’s garage at Stones Corner. How many of 
the 1950’s cars can you identify? 
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A NINE NAMED FLORENCE by Ken Lonie 

Despite our love of our 1933 Riley Monaco 
Nine, Florence, our affection has been tested 
with a saga of failures. We have progressively 
fixed each of these problems over the past 
couple of years and believe we now have a re-
liable vehicle. However, it is worth recounting 
the most recent failure as I have now learned a 
lot more about white metal bearings. 

Above: Florence at the 2019 National Rally 

Following an initial failure of number 3 big end 
bearing when the poured white metal bearing 
failed like a shattered safety glass windscreen, 
(apparently due to crystallization of the white 
metal with age), I decided to convert the engine 
to slipper bearings, so Trevor Brown of Ad-
vanced Metal Turning, 4 Harvest Road, Yandi-
na, Qld (07 5446 8679) manufactured four new 
conrods, sized to suit available shells (ACL part 
number 4B2201 to suit a Leyland). This re-
quired a few thou being ground off the 1- and 

11/16-inch crankshaft big end journals. Howev-
er, upon grinding, a crack opened up on num-
ber 4 journal. 

Trevor Brown then manufactured a new crank-
shaft from EN36A steel bar. Unfortunately, the 
big ends now had to be made to suit the exist-
ing new conrods and slipper bearings. If start-
ing from scratch, we would have made the big 
ends and conrods to suit a larger size big end 
than original. However, we did have the oppor-
tunity to repair the damaged bore of the fly-
wheel by making the taper for the flywheel 
oversize and then re-machining the bore of the 
flywheel to suit. 

Above: A random Riley 9 crank 

We also made the main bearing journals over-
size on the new crankshaft and made them to 
accommodate standard camshaft bearings 
from a red motor Holden (ACL part number 
4C5116). , . 
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The two main bearings on a Riley nine are not 
split and therefore camshaft bearings seemed 
a good solution, were readily available and 
easy to replace. Two full ring shells were in-
stalled to replace each of the rear and front 
white metal poured bearings. Oil flows freely 
into the annulus between each pair of shells 
and this provides the feed into the crankshaft 
which then lubricates the big end bearings. The 
crankshaft feed from the front annulus feeds 
only the front 2 big end bearings, while the rear 
oil feed only goes to the rear big end bearings. 
Front and rear big end bearing oil feeds are not 
interconnected. 

Above: Florence in good company on a 
Maleny lawn 

When fully assembled, the new arrangement 
initially ran well. The next national Riley rally 
was in Queanbeyan so off we set in April 2010. 
All went well on the trip down with Florence 
cruising along at about 80 km per hour. Speed 
dropped off rapidly at the hint of any hills and 
often we were back to second gear. However, 
we reached Queanbeyan without mishap and 
then partook in the rally program. All was well 
until the last event, when a knocking sound ap-
peared from the engine bay. RACQ and a tow 
truck were organised to haul her back to 
Maleny. Meanwhile Wendy and I travelled to 
see family in Victoria in a hire car, and then 
flew home. 

Up on the hoist again and off with the sump. It 
was obvious from a cursory look that number 

three conrod had been hot and the big end 
bearing failed. Once the engine was out and 
the crankshaft removed, the cause became ap-
parent. A piece of white metal had flaked off 
the inboard rear main bearing shell (Holden 
camshaft bearings) and had lodged itself 
across the oilway, restricting flow to the rear 
main bearing, and thence to the rear big end 
bearings. Number three big end bearing had 
failed completely, but luckily had not damaged 
the crankshaft. 

After installing new mains and big end bear-
ings, we were once again back on the road. 
The next 10 months were incident free with 

several reasona-
ble runs including 
one to Toowoom-
ba and one to 
Bundaberg. Dur-
ing this time, I 
made a set of ex-
tractors (or really 
a fabricated ex-
haust manifold) 
which improved 
performance 
markedly and 
overcame the 
problem of peri-
odically rewelding 
cracks in the cast 
manifold. The on-
ly ongoing con-
cern was regard-
ing the reliability 
of the Rotax gen-
erator and its lim-

ited output, which made driving at night diffi-
cult. 

So, the national Riley rally came around again, 
and we were determined to take Florence to 
Beechworth. We set off with confidence, plan-
ning to meet up with the Queensland Riley 
contingent for lunch at Warwick. Well, that was 
not to be! 

Just short of Warwick, with everything hum-
ming along and with normal oil pressure (45 
psi) and normal water temp (75 degrees Celsi-
us) that knocking sound appeared again. 
RACQ duly arrived from Clifton and we trav-
elled back with the truck to Maleny, in pouring 
rain, where we transferred everything over to 
Penny, the trusty RMB Riley, and set off again 
for Beechworth, catching up with the rest of the 
convoy at midnight at Inverell. 
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Upon arriving back in Maleny, Florence was up 
on the hoist again and the sump removed. The 
number 3 con rod was again showing signs of 
excessive heat and its big end bearing was 
completely failed with the shell corkscrewed on 
the journal. 

Engine out yet again (that’s 8 times now I 
think) and crankshaft removed. Upon removal, 
severe “erosion” of the white metal on the in-
board rear main bearing was evident, with 
some similar erosion on the inboard front main 
bearing. As discussed above, the main bear-
ings we had used were camshaft bearings 
from a red motor Holden (ACL 4C5116) with a 
pair of these shells forming each of the front 
and rear mains. The attached photo shows the 
nature of the failure on the shells. No running 
or melting of white metal is evident with just 
sections of the white metal flaking off the back-
ing steel. 

This flaked off white metal has then entered 
the crankshaft and blocked the oil feed to the 
big end journals, causing overheating and cat-
astrophic failure of number 3 big end bearing, 
with other bearings showing early signs of fail-
ure as well. 

 

The flaking of white metal mainly occurred on 
the inboard rear bearing shell. The flaking oc-
curred at the bottom of the shell where the 
load is greatest and where the oil feed hole is 
located. However, this cannot be purely a high 
load failure as the mating rear main shell, 
which would see the same load, showed no 
sign of failure. 

After a lot of thought and discussions with oth-
ers, and reference to bearing failure manuals, 
the cause of the failure became evident. The 
failure is consistent with the white metal layer 
becoming delaminated from the backing mate-
rial due to excessive oil pressure for that white 

metal thickness. The excessive oil pressure is 
in turn caused by the load being too great for 
the white metal thickness. The high oil pres-
sure results in oil finding its way into small 
cracks naturally present in the white metal lay-
er, and then finding its way down to the inter-
face boundary with the backing material. The 
oil then forces its way into the interface area 
and delaminates the white metal from the 
backing material. This causes pieces of white 
metal to flake out, without being overheated. 

This is probably why aged white metal bear-
ings can fall out into almost crystalline pieces 
(like broken safety glass) and appear as 
though the failure is due to the white metal 
crystallizing with age. The oil has eventually 
found its way through natural cracks in the 
white metal layer and delaminated the white 
metal from the backing material. 

The way to prevent this problem from happen-
ing is to  

• reduce the load and therefore the oil pres-
sure at the bearing. 

• Increase the thickness of the white metal 
layer on the bearing so it is more difficult for 
the pieces to flake out. 

Change the bearing material to something oth-
er than white metal which is not subject to de-
lamination. 

In my case, the cause of our dilemma was 
clearly due to the use of camshaft bearings in 
a main bearing application, and the camshaft 
bearing white metal layer being too thin for the 
loads involved. The solution has been to re-
place the camshaft type bearings with bearings 
machined from aluminum-bronze material. 
There is no backing material to delaminate 
from, and the material is far more competent 
than white metal. 

Throughout this saga, the white metal big end 
bearings have performed well, with no sign of 
wear other than that caused through oil starva-
tion due to failure of the main bearings. 

Florence is now back on the road, and this 
time hopefully, for a number of years before 
the engine has to be removed again. 

A copy of a relevant page from the Nascar 
Bearing Failure and Analysis Guide, is at-
tached. 

 

Ken Lonie 

September 2011. 
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Rebuild of RMB 60S5742  

Above: The new boy in the workshop 

It was some time ago when Marshall Holmes 

invited me into his garage to look at his RMB. 

The Riley was in an unrestored condition and 

Marshall had stripped it down to fit new tim-

bers. When I saw it the rear window frame had 

disintegrated, the  middle area of the ‘A’ pillars 

was missing and the top window rails were 

missing. On the passenger side the roof rail 

was in poor condition and for reasons only 

known to the previous custodian the space 

that had previously been occupied with timber 

was filled with lead. On the positive side, the 

Riley was complete, the engine ran, and 

thankfully previous custodians had not effect-

ed too many changes to the body. Marshall 

had already cleaned the chassis of dirt and 

grease, taken out all of the rotten timbers and 

had replaced the rear window frame, side rails 

and had new ‘A’ pillars clamped in place on the 

‘K’ panels. 

 After some time of not making much progress 
because of work, family and scouting commit-
ments Marshall  asked me to fit the timbers. 
Following an initial look, it was noticed that the 
sills were about half an inch too far forward.  

What this means is that the angle under the ‘B’ 
pillars was under the front fixing bolt and this 

meant that the ‘B’ pillars were not quite at the 
correct angle for the front doors to close com-
pletely resulting in binding on their hinges.  

Above: The rear of the Riley is to the right and 
below: The ‘B’ pillar angle is changed 



11  

Another minor issue was that the packing un-
der the support points were only about a ¼ of 
an inch  thick. This would mean that the floor 
would slope down from the centre and the 
seats would need extra packing on the inside 
runners to make them level and the tub would 
have to have no or almost no packing to make 
the body straight and allow the door openings 
to be even. Even with these minor issues, the 
body, ‘B’ pillars and scuttle were straight and 
clean and it was not going to take long to fit the 
timbers and return the Riley for Marshall to 
have something ‘Riley’ to do over the Christ-
mas break. 

Above: Front of sill extended 

Moving the sills back half an inch necessitated 

taking a half an inch off the rear of the sills for 

them to fit up against the rear wheel arches. 

To facilitate that the fixing  bolts were removed 

from the tub, ‘B’ pillars and scuttle, a scissor 

jack was placed on the rear driver’s side tyre 

and the tub raised so the sill could be re-

moved. It was shortened at the rear and at the 

front end a router was used to put a step into 

the outside edge of the sill and another piece 

of timber was glued and screwed to the sill to 

extend it beyond the fixing points for the ‘A’ pil-

lars.  

The integrity of the sill was not deemed to be a 

concern because the horizontal component of 

the sill was long enough forward for ‘A’ pillar 

for screws to find a secure home in the timber. 

When this was done an application was made 

to my bride for the oldest kitchen cutting board 

and with her permission this was cut up to 

make packers to lift the scuttle and ‘B’ pillar to 

their correct height above the chassis. This 

equates to packing of half an inch in thickness. 

The procedure was then repeated on the pas-

senger side and then the rear doors were 

checked for the correct gaps.  

Many times the steel backing on the under 

sides of the sill are not replaced. This weakens 

the structure and slightly changes the height of 

the sill.  

Below: A bit to go to finish the body 
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Fitting a Riley 9 Differential (part 2) 

The parts that are being fitted include a new 

muff coupling, a Graham Brown short pinion 

fitted into a RMB pinion carrier, and  a Graham 

Brown 5.2 crown wheel fitted onto the Riley 9 

diff provided by Matthew French. The bearings 

had all been supplied by Paul Baee apart from 

the diff bearings which were metric and availa-

ble from any bearing shop. The diff bearings 

are being fitted into RMB right and left bearing 

housings. These are the same as the Riley 9 

housings (parts 10 and 11, page 35 of the Ri-

ley 9 spare parts catalogue). All of the bearing 

sizes are described in part 1 of this article 

(Torquetube November 2020). Fitting instruc-

tions for the pinion were supplied by Graham 

Brown. 

The diff was placed on the bench, disassem-
bled and it was found that the differential pin 
was broken. Another pin was obtained, but the 
locating pins were found to be too loose to fit 
so tightly fitting pins longer than the diameter of 
the diff pin were made and fitted. These ex-
tended into the locating openings in the top 
section of the differential box (part 20,  page 
50, catalogue book 34 NZ library). No bolts 
came with the parts so ANF high tensile bolts 

were obtained and fitted. The bearings in the 
diff bearing housing were removed. The drivers 
side has a thrust bearing and this was replaced 
so that the larger diameter side was pressed 
against the back of the housing and then the 
ball race and the narrower side fitted. After that 
the diff bearings were fitted into the housings 
and the assembly was fitted to the diff box. 
This procedure was simple and only required 
the removal and replacement of the bearings. 

Above: The differential bearing housings 
with bearings fitted 

The pinion was quite a different issue. Alt-
hough the bearings fitted snugly onto the pin-
ion the OD of the bearings was much smaller 
than the ID of the housing supplied by Mat-
thew. After some confusion – a normal experi-
ence for the writer – an RMB carrier was re-
trieved from a differential found under the 
house. The ID’s were quite different, and the 
OD of the bearings fitted snugly against the ID 
of the RM pinion housing.  

The RMB pinion carrier is on the right 
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At this point concern arose about the exact or-

der of fitting and so a telephone call was made 

to Paul Baee who told me that RMB assembly 

was almost exactly the same as that of the Ri-

ley 9 and that I could find the exploded picture 

on page H 12 of the RMB manual. That 

brought an interesting thought to mind. The 

mechanical parts remained largely the same 

from the time of Riley 9s, through the develop-

ment of the 12/4 to the RMs but the size and 

weight  of the vehicles continued to increase 

which meant that the later the vehicle the more 

prone to wear and failure due to stress. I won-

der what you think about that? 

The larger of the thrust bearings went on first, 
with the larger of the bearing ends fitting snug-
ly against the ID of the pinion housing. The ball 
race bearing went on next and then the pinion 
was pressed through.  

Above: The picture shows the order of as-
sembly of the thrust bearing and ball race 
bearing 

On the other side the smaller of the thrust 
bearings fitted easily. Then the tail shaft lock 
ring (part 14 page 50, catalogue book 34 NZ 
library) then the tail shaft tab washer (part 16) 
and the thin tail shaft lock ring (part 15). The 
rear bearing went on the pinion next and then 
the muff coupling.  

The following is the fitting instructions supplied 

by Graham Brown:  

The setting distance marked on the pinion  is 

2.988 inches. This is  the distance from the 

centre line of the crown wheel to the end of the 

pinion gear. The most accurate way to find the 

centreline of the crown wheel is to fit a 40 mm 

bar through the crown wheel bearings without 

the differential in place. You then subtract 20 

mm and you get the correct distance from the 

edge of the bar to the end of the pinion. The 

pinion with its bearings is then threaded into 

the Torquetube  to its correct place. The pinion 

can then be locked and ought not to be moved 

from this position. 

The crown wheel can then be assembled and 

the backlash adjusted by only moving the 

crown wheel to give a minimum of 0.006/0.008 

at its tightest point to the pinion gear.  Before 

replacing the back cover the half shafts are fit-

ted ensuring that  the half shafts  do not hit the 

differential cross pin. 

At this stage, the pinion has been trial fitted. 

Valve grinding compound has been smeared 

onto the thread and the pinion run in and out to 

take off the burrs so that the pinion now spins 

on  to the end of the thread. The diff bearings 

have been fitted without the differential. A 40 

mm bar has been fitted and the 20 mm has 

been subtracted to get  right distance from the  

edge of the bar  to the end of the pinion  

There are still a few questions in my mind. The 

OD of  the smaller thrust bearing is smaller 

than the ID of the pinion carrier making it pos-

sible (maybe only in my imagination)  for the 

inside base of the thrust bearing to spin in the 

carrier. I am yet to look at the bush in the mid-

dle of the torque tube and this may need to be 

removed and repaired. My starting point has 

been with a disassembled unit and so there is 

no definite measurements to refer to. This 

means trial fitting each part in order to get the 

correct outcome.  
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Adjacent: Up a ladder with Wayne.  Ceil-

ing level is four meters. Pictured is 

Wayne Powrie, Riley enthusiast and cus-

todian of three RMBs, a licensed builder  

supervising his apprentice.   

This project will be the new home for     

Rileys at the Treehaven retirement home.  

Wayne Powrie’s Flying Circus 


