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| NSTALLATI ON, CPERATI ON AND  MAI NTENANCE | NSTRUCTIONS MK  SOFT  SEATED
MULTI - PORTED GAGE VALVES

1.0 | NTRODUCTI ON
Anderson G eenwod and Co., MK() valves feature OS5 & Y bonnet, a
repl aceabl e soft seat insert with a .250 dianeter seat orifice & "Rod
Qut" capability.
2.0 | NSTALLATI ON
2.1 For all field welds of pipe or tube to valves, it s
recormended that the valve seat be in the partially open
posi tion during wel di ng.
2.2 Imredi ately prior to valve installation, check t he piping to
which the valve is to be connected for cleanliness and freedom

fromforeign material s.

2.3 THREADED VALVE | NSTALLATI ON

Wl ded pipe joints depend on a good intimate fit between the
male and fermale pipe threads, therefore the use of a thread
seal ant is recommended and the pipe fitting connections nust be
made up tight.

2.4 VELD JO NT VALVE | NSTALLATI ON

Welded joints, ©properly made, provide a structural and
metal l urgical continuity between the pipe and the val ve body.
Al welding should be in accordance wth any Code or
jurisdictional regulations applicable to the piping system
construction and with conmpl ete and approved wel di ng procedure.

Heat input should be kept to a mninmum by controlling the
anperage and voltage to the | owest practical levels. A mninmm
travel speed of three (3) |I.P.M should be naintained and the
i nterpass tenperature should not exceed 200 °F. The process
enpl oyed should be GIAW with argon gas and a maxi nmum di aneter
weld rod of 1/8".
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CPERATI ON

Val ves which have been reasonably matched to a typical valve service
application and properly installed in its piping system can expect to
have a long service life with a mninmum of attention. However, these
valves have noving and wearing parts and depend on long term
preservation of highly finished surfaces on these parts for
satisfactory val ve perfornmance.

3.1 The use of a "cheater"” to operate the valve handle is not
necessary and not reconmended. This practice can cause val ve
damage.

3.2 Al valves have rising stenms with right hand thread. Rot at e

t he handl e counter-cl ockwi se to open and cl ockwi se to cl ose.

3.3 Bonnets with rising stens are provided with a backseat.
Backseats in rising stem bonnets should be considered basically
as stops to prevent overtravel when opening valves. It is

recoormended not to |leave the upper stem in the backseated
posi tion. Note MSS SP-92, "MSS Valve User Cuide", paragraph
4. 3.

VALVE NAI NTENANCE

The inportant performance paraneters are pressure boundary integrity,
actuating force required and internal [|eak tightness. Mai nt enance
should logically address the inportance of preserving the performance
par anmet er s.

Val ves which remain in one position for long periods of time may be
subject to sone loss of operability due to the loss of effective
lubricants in threads, aging of packing, surface corrosion of noving
parts or accumul ation of harnful solids. In some applications it may
be desirable to schedule periodic partial or full cycle exercising
t hese val ves.

Stem seal |eakage usually results from packing wear and can usually be
corrected by tightening the packing nuts. Over tightening can cause
hi gh stemfriction, accel erated wear and shortened packing life.

4.1 St em Packi ng Repl acenent

If stem seal replacenent is needed, safe practice requires
depressuri zing the val ve before renoval of the bonnet.

Refer to Figure 1, for part identification.
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Renove bonnet Screws (item 3).
Renove bonnet assenbly from the body naking sure the
bonnet gasket (item 2) does not becone torn, or the
| ayers becone separated. |f the gasket does get torn

or separated it nust be repl aced.

Renove handl e assenbly (item 13) by |oosening handl e
bol t.

Renove dust boot (item 12) from bonnet yoke (item4).

Renove stem (item5) by screwing it downward.

Renove bellows (item 11).

Renove packing nuts (item 9) and packing bolts (item
8) .

Renove gl and flange (item 10) and follower (item7).
Renove packing (item6).

C ean all bonnet parts with acetone or al cohol.

I nspect parts for danage, particularly the stem

threads and plug end. Repl ace both stem and yoke if
t hreads do not engage snoothly.

Coat grafoil packing (item6) with castor oil. DO NOT
soak packing in the castor oil. DO NOT coat Teflon
packi ng.

Place the new packing into the packing bore in the
yoke (item4) as shown in the figure.

Place the follower (item?7) on top of the packing with
the end that is spherical up as shown.

Place the gland flange (item 10) top of the follower
with the side that has a boss on it up as shown.

Install the bellows (item 11) between the yoke and
gl and flange as shown. Make sure that the bellows fit
over the bosses on the yoke and gl and fl ange.
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Apply the lubricant uniformy over the entire threaded
part of the stem (itemb5).

Install the stem through the bottom of the yoke as
shown. Screw the stemall the way into the yoke

Install the packing bolts (item 8) through the bottom
of yoke and gl and flange as shown. Make sure that the
bolt head goes into the hex recess found on the bottom
of the yoke.

Install the packing nuts (item 9) onto the packing
bolts and screw them down, hand tight only, until they
make contact with the gland fl ange. Make sure that
the gland flange is approximately parallel to the
bottom of the yoke after the nuts are in position

Final tightening of the packing nuts wll be done
after the conplete bonnet assenbly is placed on the
val ve.

Place a snmall amount of the lubricant, on the stem
threads that are sticking out of the top of the yoke.

Install the boot (item 12) over the top of the stem as
shown. And push down onto the boss | ocated on the top
of the yoke.

Install the handle assenbly (item 13) onto the top of
the stem as shown. Tighten the handle bolt to 25
i n-1bs torque. Make sure that the handle bolt cones
in contact with the flat area on the side of the stem
when it is tightened.

Install the bonnet assenbly and bonnet screws and
torque bonnet screws to 7-10 ft Ib.

Ti ghten the packing nuts. The anmount of tightening is
a matter of judgement and experience. The basic
consi derations are:

Too | oose-The bonnet will | eak.
Too tight-The handle will be hard to turn and the
stem seal may be ruined
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Make sure that after the packing nuts are tightening that
the gland flange is still approximately parallel to the bottom
of the yoke.

Addi tonal adjustment nmay be required to stop stem seal
| eakage when the valve is placed under pressure.

4.2 Seat Repl acenent

If seat repl acement is needed, safe practice requires
depressuri zing the val ve before renoval of the bonnet.

Refer to Figure 1 for part identification

4.2.1 Renove bonnet screws (item 3).

4.2.2 Renove bonnet assenbly from the body making sure that
bonnet gasket (item 2) does not becone torn, or the
| ayers beconme separated. |f the gasket does get torn
or separated it nust be repl aced.

4.2.3 Renove seat (item 14) from seat cavity. The seat nmay
by removed from the seat cavity wth any snooth
surfaced bar used as a pry bar inserted into one of
the orifice holes in the seat.

4.2. 4 Cl ean seat cavity wit h acetone or al cohol

4.2.5 I nspect seat cavity for damage, such as scratches that
go from one hole to the other or heavy corrosion in
the area where the seat (item 14) goes. If seat

cavity has become danaged the body nust be repl aced.

4.2.6 Make sure that indexing pin (item1) is still securely
installed into the hole in the bottom of the seat
cavity.

4.2.7 Install new seat (item 14) nmaking sure that the notch

in the side of the seat is centered over the indexing
pin (item1).
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4.2.8 Repl ace bonnet assenbly onto val ve body. Make sure
that stemis conpletely retracted into bonnet before

installed and that the bonnet gasket is properly
install ed.

4.2.9 Ti ghten bonnet screws (item3) 7 to 10 ft |b torque.

5.0 POST ASSEMBLY | NSPECTI ON

Turn the handle to open and close the valve. Check for biding,
rubbi ng or any resistance to snooth operation.
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FIGURE I



