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being reciprocally guided by the plain bearing (23) along a contact region (24) be-

tween the (17) stem and the plain bearing (23); wherein the valve member (16) com-

prises a valve needle (18) in coaxial longitudinal extension of the stem (17), the valve 

needle (18) comprising a needle tip (22) which is closing the nozzle (14) when abut-

ting a cooperating valve seat (19) in the nozzle tip (13);  5 

or 

 B) the injector housing (12) comprises a cylindrical cavity part (15’) with a 

first surface inside the nozzle tip (13), the nozzle (14) extending from the first surface 

through the wall (21) of the nozzle tip (13); wherein the valve member (16) comprises 

a cylindrical sealing head (25) with a second surface that is arranged slidably abutting 10 

the first surface in order for the sealing head (25) to sealingly cover the nozzle (14) 

when in closed state;  

 wherein the method comprises, during production of the injectors, hardening 

for the first surface and the second surface. 

 15 

17. A method according to claim 16, wherein the hardest of the first and the sec-

ond surface has a surface hardness according to Rockwell Hardness C of least 50. 

 

 

18. A method according to claim 16 or claim 17, wherein the method comprises 20 

providing the surfaces as steel surfaces and hardening the steel surfaces. 

 

19. A method according to claim 18, wherein the method comprises hardening 

the steel surfaces by carbonitriding. 

 25 

20. A method according to claim 19, wherein the method comprises hardening 

the steel surfaces by austenitic carbonitriding at a temperature of 850 °C in a gas at-

mosphere to which were added between 0.5 and 0.8 % carbon and between 0.2 and 

0.4% nitrogen.  
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21. A method according any one of the claims 16-20, wherein the method com-

prises hardening the valve seat. 
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22. A method of achieving uniform long term performance among a plurality of 

identically produced lubricant injectors for a large slow-running two-stroke engine; 

wherein the lubricant injector (4) comprises an injector housing (12) configured for 

being mounted in a cylinder wall (3) of the cylinder (1); the injector housing (12) 

comprising a nozzle tip (13) at one end of the injector housing (12) for reaching into 5 

the cylinder (1) when the injector housing (12) is mounted in the cylinder wall (3); 

wherein a nozzle (14) is provided in the nozzle tip (13), the nozzle (14) extending 

from an inner cavity (15) inside the injector housing (12) and through a wall (21) of 

the nozzle tip (13), and wherein the method comprises ejection of lubrication oil from 

the inner cavity (15) out of the injector housing (12) through the nozzle (14) during 10 

operation of the engine; wherein a valve member (16) is provided inside the injector 

housing (12), the valve member (16) being mounted reciprocal between an open and 

closed state of the injector (4); the valve member (16) sealingly covering the nozzle 

(14) when in the closed state for preventing access of lubrication oil to the nozzle  

(14), and the valve member (16) being movable away from the nozzle (14) during an 15 

open state for giving access of the lubrication oil from the inner cavity (15) to the  

nozzle (14) during an oil ejection phase; wherein 

the injector housing (12) comprises a plain bearing (23) with a first surface, and the 

valve member (16) comprises a stem (17) with a second surface, the second surface 

being provided slidably abutting the first surface in order for the stem (17) being re-20 

ciprocally guided by the plain bearing (23) along a contact region (24) between the 

(17) stem and the plain bearing (23); wherein the valve member (16) comprises a 

valve needle (18) in coaxial longitudinal extension of the stem (17), the valve needle 

(18) comprising a needle tip (22) which is closing the nozzle (14) when abutting a 

cooperating valve seat (19) in the nozzle tip (13);  25 

wherein the method comprises hardening the valve seat (19). 

 

23. A method according to claim 22, wherein the method comprises providing 

the valve seat as a steel surface and hardening the steel surface by carbonitriding. 
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24. A method according to claim 23, wherein the method comprises hardening 

the steel surfaces by austenitic carbonitriding at a temperature of 850 °C in a gas at-








